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Are you as Satisfied 
with your Diamond Tools 
as you could be ? 


Whatever your application, from straightforward Dressing to precision 
e Turning, there is an Indusmond Diamond Tool to cut your costs and 
increase efficiency. Backed by technical representatives in all parts 
of the country, this service is at your disposal without obligation. 
: May we send you a copy of our catalogue illustrating some of the many 
Diamond Tools and Wheels we manufacture? 
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800 pages: 500 illustrations: 94 tables. 
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MICROSTRUCTURES OF DIAMOND SURFACES 


by S. TOLANSKY, D.Sc., F.R.S. 


The original work published in this book cannot be overlooked by anyone concerned with any application of diamond. 

Professor Tolansky has applied the powerful new optical techniques that he has developed—amidst world wide 
acclaim—to the surface of diamond. These techniques make it possible to resolve height and depth features as small 
as one twenty-five millionth of an inch and effective magnifications in depth of half a million times to be made by simple 
and inexpensive means. 

Many facts about diamond are still unknown—the basic laws of growth, for example. The remarkable pictures 
obtained by Professor Tolansky enable fundamental new deductions to be made regarding the nature of diamond surfaces 
and therefore of the growth of diamond. 

The text is written for the general reader and includes an elementary introduction to the optical techniques that 
have made such photographs possible. 
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Generally Speaking 


Technical literature 


The only conclusion that can be drawn trom 
the surveys which were made on the use of 
scientific information and presented to the Inter- 
national Conference on Scientific Information in 
1958 is that very few people read technical 
literature. The logical assumption therefore is 
that of the two million articles published last 
year either many of them must have been of 
little use, or, and this is more likely, a great deal 
of valuable work was wasted and expensive 
research duplicated. The probable explanation 
is that pressure of work compels most people to 
get on with the job, leaving little time to look 
for information in the vast number of technical 
journals. - 


Clearly it is better to consult any pertinent 
literature before tackling a problem; very few of 
the problems that confront the average engineer 
are unique and the chances of finding a relevant 
article are good. Through the efforts of technical 
libraries and the indexing of journals, scientific 
papers, etc, there is no reason why this should not 
be done; the task of finding specific information 
has been reduced to a methodical science and 
there need be no disproportionate waste of time. 


If, however, as at present, a large number of 
journals are to remain unopened (in a given year, 
of the 9,100 periodicals available in the Science 
Library of London, 4,300 were never consulted) 
it might be better to do as Professor J. D. Bernal 
has suggested and return to the practice of the 
16th and 17th centuries. Then there was little 
in the way of technical literature; instead scien- 
tists would meet and discuss their various 
problems and discoveries. A similar system 
would achieve more than any number of unread 
articles. 


ADAMANT. 
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Nose Cones. ... A Study in Grinding Technique’ 


by 


D, Ward** and M. E. Passmore*** 


Missiles demand new techniques 

Developments in the missile field are of such 
magnitude and so dramatic, that frequently 
specific engineering problems behind these de- 
velopments become lost in the headlines. One 
such problem was the grinding of the ceramic 
nose cone of the Sparrow III missile. 

The new missile is so fast that plastic and other 
synthetic materials will not withstand the gener- 
ated heai of air friction, yet the nose cone must 
be made of non-metallic material to permit 
transmission of radar waves (hence its desig- 
nation as the ‘ Radome’). The part is made of 
aluminium oxide, ‘an extremely difficult mater- 
ial’ to machine or grind to the exacting dimen- 
sional tolerances required. 

How do you handle aluminium oxide ceramic 
grinding, especially in a part which requires 
considerable stock removal and turns up in 
irregular shapes as a result of kiln warping? The 
part is approximately 8 in. od x 18 in. long, 
fired at 3150 deg Fahrenheit. Its hardness is 9 
on the Mohs’ scale, approximately equal to 
sapphire. Brittleness is the major problem in 
handling. 


Fig 1. Safe handling within the Raytheon plant by means of 
partitioned crates lined with polyfoam cushions. 


* Reprinted with permission from Machine and Tool Blue Book 1960 Vol 
55 (6) pp 131-137 (June). 
** Engineering Editor of Machine and Tool Blue Book. 
*** Chief Process Engineer, Missile Systems Div, Raytheon Manufacturing 
Co., Bristol, Tennessee. 


Fig 2. Mounting the part in a special holding fixture called 
a shuttle. All 15 screws feature pre-set torque ratchets. 


The part comes in oversize from a West Coast 
vendor (Gladding-McBean). Approximately 0.050 
in. of stock is to be removed on the inner and 
outer diameter, but this varies considerably 
because of kiln warping. 

Parts first are inspected for damage and for 
dimensional tolerances which will allow proper 
stock removal. They are shipped separately, 
but transferred to a 12-partition egg crate type 
dolly, Figure 1, lined with polyfoam cushions, 
for handling in the Raytheon plant. 

The part is chucked in a special holding fixture 
called a shuttle, Figure 2. For preliminary 
locating, the part is suspended vertically from 
the centre point inside the nose, then centred by 
four-cornered internal locators with carbide 
inserts. The locators are moved up and down 
on the inner diameter until a barely snug fit 
centres the part. Then, the shuttle is brought 
down over the part and nested inside 3 hardened 
steel locators to centre around the part. 

Shuttle torque screws are tightened by means 
of pre-set torque ratchets which permit. these 
screws to slip when slightly more than finger 
tightness is attained. Six screws grip the waist 
section, six on the skirt, and three just back of 
the nose, Figure 2. All 15 torque screws have a 
knurled-face brass clamping pad which bears 
directly against the ceramic surface. 
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The clamped shuttle is removed from the 
cating fixture and turned on its side at the 
wkbench, Figure 2. An excess, approxi- 
itely 14 in. wide, of material projects beyond 

e shuttle and is later removed to true up the 

ge of the skirt and to bring the part to the 

rrect length. 

To retain this waste ring and avoid shattering 

xen it is cut off, another fixture, called the cut- 

f ring, is brought into place against the bottom 

the shuttle and clamped by means of six 
yrque screws bearing against the surplus ring 
area, Figure 2. 

The chucked part then is ready for machining. 

he shuttle is lifted by a remote control overhead 
-rane which serves six Heald No 74 hydraulic 
racer-controlled contour grinders. 

The first operation is ring cut-off. The surplus 
ring is removed and a retaining plate is bolted 
to the shuttle to prevent the ceramic part from 
slipping out. After the ring is cut off, the skirt 
edge of the cone is faced so that 0.005 in. extends 
outside the shuttle face. 

The shuttle is held in the machine by means of 
a diaphragm chuck. The other end of the 
chuck is supported in the work position by two 
nylon bearings which ride against a precision 
bearing ring of the shuttle. 

A longitudinal cross section through the 
Radome part shows the profile to be a true arc, 
not a generated shape. Therefore, machining 
is greatly simplified, reducing the main problem 
to that of how to grind an extra hard ceramic 
and obtain a close tolerance profile. Continuous 
free cutting characteristics are essential. 

The only wheel found to perform this internal 
grinding satisfactorily is a sintered matrix dia- 

1ond wheel (Koebel Diamond Tool Co) norm- 

lly made for wheel dressing. A 33 in. diameter 

heel is used to remove between 0.015 to 0.020 

. to within 0.001 in. of finished size in average 

{ four successive cuts. 

Wheels are changed to a 1} in. diameter, 

imilar to the first to reach farther into the nose. 
1e first wheel travels approximately 13} in. in 

‘rom the skirt. The second overlaps and moves 
approximately 4} in. more toward the nose. 

Wheels are changed again to a 1{ in. diameter 

eel with a 3 in. radius on the periphery to 

nd previous grinds. This wheel brings the 
vner diameter to final size within + 0.005 inch. 

e workpiece is checked by means of an air 

:ige on a radius arm, the latter being checked 

iodically with an Invar master gauge. 

\nother tool, a core drill, reaches up into the 
nce and relieves the nose tip for cone wheel 
gr: iding. 
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Fig 3. Gauging is performed while the fragile ceramic nose 
cone is still in its shuttle. Shown here an air gauge prior to 
inspection. 

The next step uses a cone wheel, contour 
pointed, to finish off the last 18 in. inside surface 
at the Radome nose. 

All operations are performed with a wheel 
spindle speed of 7,000 revolutions per minute. 
Infeed varies up to one inch per minute. The 
part rotates at either 62 or 115 rev/minute, 
according to wheel size. 

The part is inspected while still in the shuttle 
by means of air gauges and dial indicator bore 
gauges before removing the shuttle from the 
machine (Figure 3). 

External rough grinding is performed on one 
of four 30 x 80 x 32 in. Mattison hydraulic 
tracer-controlled profile grinders to remove 
0.050 in. to 0.090 in. of stock, Figure 4. Metallic 
bonded diamond wheels, 14 x } in., at a spindle 
speed of 1750 rev/minute are fed at approxi- 
mately 1 inch/second. The workpiece is index 
rotated with 250 indexes for one full turn. A 
shift lever provides for indexing 1, 2 or 3 steps 
per machine stroke as desired. 

These wheels are stick dressed with a Norton 
Crystolon stick dresser, approximately once for 
every 25 workpieces. 

External finish grinding is performed on a 
special Radome grinder developed by Mr. 
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Fig 4. Rough grinding, on a Mattison hydraulic tracer- 
controlled profile grinder, is done with a metallic bonded 
diamond wheel. Workpiece is indexed 250 steps per revolution. 


Passmore, Raytheon’s Chief Process Engineer, 
and built by International Tool Co of Dayton 
(Figures 5 and 6). This machine takes advantage 
of the cone’s profile which is of true arc shape. 
The grinding head swings on a radius arm, 
whose length coincides with the projected 
radius of the Radome profile. Therefore, as the 
grinding wheel head moves back and forth with 
the part held in the headstock spindle, the 
proper shape is automatically developed. The 
cone is held on the mandrel by vacuum and 
released by air pressure. 

Feed rate for finish grinding is variable up to 
about 3 in./minute with an 8 in. wheel rotating 
at 2,800 revolutions/minute. The wheel is 100 


Fig 5. Finish grinding is performed on a special grinder 
developed by Mr Passmore. Note how grinding wheel swings 
on a radius arm to grind the cone’s arc shaped profile. 
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grit, 150 concentration. The face of the wheel, 
inherent in the operation of the machine, is 
normal to the contour surface of the Radome 
at all times and, therefore, produces a better 
quality of finish than would otherwise be 
obtained. Specified finish is 125 RMS. 

The special grinding machine now used as the 
finish grinder was originally designed for refinish- 
ing Radomes to pass the electronic inspection 
test. For an average grinding shop, the tolerances 
required in the variable wall thickness would be 
unbelievable and beyond all normal shop practice. 

While the specifications are not available for 
publication, it is sufficient to mention that ar 
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Fig 6. Final grinding to size is achieved by measurement of 

electromagnetic wave transmission through the Radome’s wall. 

The final thickness is the effective dielectric wall thickness, not 
to dimensional specifications. 


this point in finishing the Radome, even the 
best of standard gauges are of no further use. 
Final testing depends entirely upon the dielectric 
characteristics of the ceramic, gauging being done 
by measurement of electro-magnetic wave trans- 
mission through the Radome wall. Finish 
grinding must be gauged to the effective dielectric 
wall thickness, not to dimensional specifications. 
The Passmore grinder will perform this function, 
holding rejects to a minimum. And, most 
rejects from the first electronic test usually can 
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be refinished to final tolerances. 

Since most of what we observed in the plant, 
and many data normally discussed are classified, 
it is not permissible to disclose further infor- 
mation on this case history. However, Mr. 
Passmore was generous enough to sum up the 
basic problems encountered in the Radome 
contract and to throw out a few shop hints he 
discovered. 

The part is extraordinarily hard and brittle. 
Therefore, every precaution must be taken to 
avoid fracture. Wood work bench tops, wood 
cradles, foam padded stock dolly, and similar 
provisions around the shop have eliminated 
most handling hazards. The possibility of 
fracturing and the need for absolutely no dis- 
tortion of the part in final grinding gave rise 
to the vacuum chucking method call on the 
Passmore grinder. 

Because of the variable wall thickness and 
unusually close tolerance required, as well as 
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the brittleness of the part which will permit no 
chatter, wheels must be trued to as nearly zero 
run-out as is physically possible. 

In addition to this, the wheels must be very 
free cutting. The ones used at Raytheon are 
matrix relieved to provide for this characteristic. 
Cimcool was found to cut cleaner and freer than 
other coolants tested. 

Matrices of the wheels must be kept extra 
clean to avoid build up and excessive pressures. 
Mr. Passmore found that when his wheels were 
cutting properly, they were bearing against the 
mandrel mounted part so lightly that the mandrels 
were deflected less under cutting pressure than 
they can be deflected by the pressure of a finger 
against the part. This was measured and demon- 
strated with sensitive dial indicators. 

‘Ceramic grinding of this kind is not as hard 
to do as most people think,’ Mr. Passmore said. 
‘But it requires more ingenuity and patience 
than many people are likely to exercise.’ 





NEW POCKET GRATICULE 


This pocket magnifier with built-in graticule 
folds into a neat square that can be comfortably 
carried in a waistcoat or breast pocket. It is 
made by Graticules Limited to fill the gap 
between rough estimation of a scale and precise 
measurement with elaborate and expensive in- 
struments and will be found to have an almost 
universal use in factories of all kinds. 

As will be seen from the illustration, the 
micrometer, which is on glass, is mounted in 
the base of a low powered folding magnifier. 
The whole frame is made of aluminium and is 
cut away to give maximum visibility, the field 
of view being 1 inch square. The micrometer 
scale, when used, is placed in close contact with 
the object to be viewed or measured; the scale 
shows up well against a wide variety of colours, 
whilst the graduations are sufficiently fine to 
ensure a reading of + 0.002 inch. 
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A Bibliography of Ceramic 
\ Cutting Tools 


The 
recently compiled an interesting bibliography -of 
ceramic cutting tools from 1956-1959. Also 
they are working on a more extensive list which 
they hope to issue in the near future. 
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Improvements in Diamond Sawing and Drilling 


The Effects of Soft Soap as a Wetting Agent 
and Softener 


by 


G. B. Dauncey* 


INTRODUCTION 


In general, the application of water in the use 
of diamond tools such as drill bits and saws, has 
a twofold purpose. The water in sufficient 
supply, is intended to carry away the cuttings 
in their coarsest state as they are formed, and at 
the same time cool the working face of the bit, 
or the cutting edge of the saw. 

It is well known that water saturated rock is 
weaker, and therefore more workable than dry 
rock, and that with longer periods of, or more 
efficient saturation, the rock becomes progress- 
ively weaker. 

It has been established that the addition of a 
wetting agent or softener to diamond drill 
water in an optimum concentration has a marked 
effect on the performances of drill crowns. 
Under laboratory conditions up to 70%, and 
in the field 45% increases in footage have been 
obtained using approximately 0.20% of additive 
in the water. 


Several types of wetting agents have been 
tried with varying degrees of success. After 
considering ease of application, costs in relation 
to increased footages, drilling speeds and bit 
condition on withdrawal, it was decided to 
recommend the use of a soft soap manufactured 
and supplied by Lever Brothers. 

Following these investigations with regard to 
rock drilling, the application of the principle to 
diamond sawing was investigated. During these 
tests several materials which are normally cut 
with diamond were used, and the results of 
sawing with and without an additive in the water, 
were compared. 

The cutting action of a saw which contains 
comparatively fine diamond particles, is rather 
different in practice to rock drilling with dia- 
monds, (other than when employing impregnated 
bits). In sawing, the diamond particles do 


* Diamond Research Laboratory, Johannesburg. 


their work on a grinding principle and the 
material being worked is progressively abraded 
away. In rock drilling, using whole stones set 
in a bit, the diamonds are mechanically forced 
into the formation and rotated, the rock is 
thus broken down by the impact and shearing 
forces set up by the rotary speed of the diamonds 
in the bit. Nevertheless it was thought that the 
increased wetting, lubricating and detergent 
properties of a suitable additive in the saw 
water, might to some extent assist in the cutting 
of porous and non-porous materials. 


APPLICATION 


The table of the sawing machine which was 
used was modified to provide an automatic 
feed, and the saws were forced to their limit. 
Two types of blade were used, a 300 mm seg- 
mented steel bonded 60 concentration 52 grit, 
and a 300 mm segmented bronze bonded 60 
concentration 52 grit. The machine and the 
saws were manufactured by Diamant Boart, 
Brussels. 


The test materials used were marble, granite 
and plate glass. Plain water was used as the 
coolant to obtain a standard rate of cut for 
normal operating conditions, and water con- 
taining soft soap in solution for the comparison 
test. Each of the individual tests comprised a 
similar amount of sawing at the same depth of 
cut. 


After several trial runs in granite, it was 
decided that the minimum amount of soap in 
the saw water that could make any appreciable 
improvement in saw performance was 0.5 ozs 
per gallon. This was maintained so far as possible, 
but it was found that the solution varied in 
practice from 0.15 ozs to 0.5 ozs, depending on 
several factors which could not at the time be 
controlled. 
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CUSTOMERS OF CARBORUNDUM 


“We get more jobs 


out of each wheel 
with these” 
says TOM Swain 


Tom Swain is the charge-hand of the cutter-grinding shop of 
Jonas & Colver (Tools) Limited. Most of the tools they grind 
there go to the motor industry er the aircraft industry. 
Among the most successful production tools that Tom's 
men use are the resin-bcnded diamond wheels made by 
CARBORUNDUM shown in our smaller illustration. ‘We 
find we get more jobs out of each wheel with these.’ 
Tom says, ‘And that’s important with diamond wheels. 
Diamonds cost money!’ He might have added that long 
wheel-life saves time spent in wheel changing, and so 
increases the production rate—not a big increase, but 
worth something in the course of a year. 


CARBORUNDUM can help YOU 


Tom Swain knows what he’s talk ng about — and in almost 
all the major industries of the world there are men who 
talk about us in the same way that Tom does: men who 
know that products by CARBORUNDUM are helping them to 
make better products, to cut costs, and tospeed production. 
Trade tarriers in Europe are falling, and competition will 
sharpen as they fall. High quality, low price, and early 
delivery dates will be the keys to the expanding European 
market. There will be rich prizes for those who can meet 
the challenge of the new Europe. Abrasive and refractory 
products by CARBORUNDUM can help you to win them. 


Products by cut your costs 


TRADE MARK 


THE CARBORUNDUM COMPANY LIMITED, TRAFFORD PARK, MANCHESTER. 7e/: Trafford Park 238’ 
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The following figures are a summary of the results which were obtained during this series of tests: 


RESULTS 


Speed of 
Sawing Lineal 
Sq/Ins Minute 

(Av) 


Total Length 
of Cut Lineal 
Sq/Ins 





Test Material 
Granite 

Saw: Bronze 

52G 30C 
Performance 
Without Additive 
Performance 
With Additive 





Test Material 
Marble 

Saw: Iron 

52G 60C 
Performance 
Without Additive 
Performance 
With Additive 


Highest 
Lineal 
Minute 


Lowest 


Sq /Ins 


Percentage Speed 
Increase Overall 














Test Material 

}” Plate Glass 
Saw: Bronze 

52G 30C 
Performance 
Without Additive 
Performance 
With Additive 





It would appear from the above figures, that 
in the case of granite, the saw was cutting at a 
reduced possible speed using plain water only. 
The addition of a softener however, had a very 
marked effect in weakening the resistance of the 
rock, and nearly 25% improvement in cutting 
speed was noted. Marble, and plate glass, on 
the other hand were not so effected by the) 
presence of the softener, and the saws used with 
plain water were cutting at what was practically 
their maximum speeds under the conditions 
of this test. The use of the additive did never- 
theless improve their performances by approxi- 
mately 6.5%. 


Apart from the softening effect, which is 
presumably more effective when hard rock is 
being worked, a suitable additive in solution 
has further uses in providing a form of lubri- 
cation between the blade and the workpiece, 
and its detergent properties assist in the clearance 
of cuttings, and in keeping the working face of 
the saw clean. There was practically no sparking 
in the cut. (When checked by hand, the move- 
ment of the blade was smoother in the work- 


piece and there was no tendency to bind, as is 
often the case when a saw is being forced. 
Conclusions 

While these tests were brief, sufficient infor- 
mation has been gained to show that the per- 
formances of diamond saws can be improved to 
varying degrees, depending on the type of rock 
or other materials to be worked, and the type 
and concentration of the additive. Soft soap was 
chosen in this case in a concentration of 0.15- 
0.5 ozs per gallon of water, as it is reasonably 
efficient and cheap to use in operations in which 
the drill or saw water runs to waste. Calsolene 
oil in a concentration of 0.5 to 0.6 gave an increase 
of footage of 70% in diamond drilling but the 
cost of the oil was too high for general use. 
Using a closed circuit, in which the drill or saw 
water is returned through suitable filters to a 
reservoir and used again, it should be possible, 
employing higher concentrations of soap, or a 
more expensive and efficient softener, to improve 
considerably on the already increased perform- 
ances, which have been observed during the 
course of these investigations. 
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Motorize Wheel Dressing .... and Records 
Cut Diamond Wheel Costs* 


by 


rs 


Marshall Damerall** 


To paraphrase an old axiom and bring it up 
to date under today’s conditions, ‘ a dollar saved 
is five dollars earned.’ This was brought to light 
in our own shop and it can be multiplied by 
thousands of dollars in thousands of shops, 
large and small, throughout the industry. 

The high cost of expensive and, unfortunately, 
expendable diamond wheels was shown up in 
our custom tool making plant, thanks to the 
record keeping system which we developed and 
installed for our own use. 

Through our years of experience in designing, 
manufacturing and servicing carbide cutting 
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6003 | -— INITIAL READING — 
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$990 | /437 ‘006 
$998 | /480 ‘002 
5-965 | /992 *003 
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tools on a territorial and national basis, we 
sensed that our replacement cost of diamond 
wheels was getting out of line. 


A careful check of our plant traffic from tool 
crib to machines and back to tool stock, re- 
vealed no losses due to losing or misplacement 
of the diamond wheels. Our records developed 
the fact that the actual working life was extremely 
short, based on work turned out and date life 
of each wheel. 


A study of each job operation was instigated 
and it developed that in order to maintain and 
deliver tools of our manufacture or repair, 
our operators had been faced with the problem 
of ‘do it yourself’ methods of dressing the 
diamond wheels. 


It had been necessary to correct ‘ loading-up,’ 
chipping, odd angle chamfers and out-of-round 
conditions as best they could, without regard 
to control of amount of diamond stock removed 
from the wheels. 


In view of the high cost of, and number of 
diamond wheels which we were using, and re- 
placing, our chief tool designer worked on the 
premise that a diamond wheel should be dressed 
by methods as accurate as the work the diamond 
wheel was originally intended to do. 


Naturally, the wheels were subject to normal 
wear and the problem was to renew the cutting 
surface and cutting angles with minimum re- 
moval of the expensive diamond wheel. In 
general, our records showed that removal of 
0.001 in, of diamond from a wheel cost $1.00. 
This immediately brought to light the fact that 
excess removal of stock during dressing oper- 
ations was running up our replacement costs. 


In order to correct this situation, we realized 
that a wheel should be dressed as carefully as 
it was used. In other words, when manufacturing 


* Reprinted with permission from Grinding & Finishing 1960 Vol 6 (6) pp 
49-50 (June) 


** Niagara Cutter Division, Bollier-Damerall, Inc. 
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ind reconditioning carbide tools, the wheel is 
not forced to hog-off the metal and conversely, 
the dressing operation should not hog-off the 
diamond surface. 


As a result, a small motor driven diamond 
wheel dresser was developed for mounting on 
the chuck of surface grinders and the table of 
cutter grinders which would make possible the 
-onditioning of the diamond wheels and do it 
inder the close control of the grinder feed. 


This made it possible to dress the diamond 
vheel with a ‘kiss’ touch under micrometer 
ontrol, without relying on the diamond wheel 
o supply the driving force to the dressing unit. 
[he motor driven dressing unit makes it possible 
o have the dressing wheel rotate parallel or at 
n angle to the rotation of the diamond wheel 
vhile the dressing operation is being performed. 
he dressing unit is mounted on a specially 
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designed slotted base which can be held by 
clamp or magnet to the grinder table. 


As a result of the successful operation in our 
own plant, to become evident that this dressing 
unit had wide applications throughout the 
manufacturers and users of carbide tools and 
therefore, the unit is being offered nationally 
on a low cost volume production basis. 


However, systematic wheel dressing was not 
the whole answer. We also wanted to know how 
much of our diamond wheels were used on 
each job, and also whether some jobs were real 
‘diamond hogs’ requiring careful study and 
cost control. The following system was devel- 
oped: 

A card system is used, with one card for each 
size and type of wheel that we normally stock 
and use. On these cards are listed the purchase 
order number, date of order, date wheel was 
received, manufacturer’s name, complete des- 
cription of the wheel and price paid. 


The next phase is the shop record book. 
After a wheel is received, visually inspected and 
recorded in the card system, the wheel is given a 
serial number. All wheels are numbered con- 
secutively by date of receipt. This number is 
painted on each wheel in four places and generally 
remains legible throughout the life of the wheel. 
The wheel is assigned a page in the book corres- 
ponding to the serial number (Figure 1) and the 
wheel is measured for the initial reading. The 
cost per 0.001 diamond is also written at the 
top of the page. After the wheel is used, it is 
again measured and the new size, job number and 
operator’s name is recorded in the Shop Record 
Book. This is done each time the wheel is used 
and the measurements account for all of the 


wheel life. 


The final phase is a ticket (Figure 2) with job 
number, operator’s name, wheel number, record 
man’s initials, cost per 0.001 in. and amount of 
diamond expended on that specific job. If the 
wheel is removed from the machine a tag is 





NIAGARA CUTTER DIV. 
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DIAMOND WHEEL JOB TICKET 
DIAMOND WHEEL JOB No./427 
SERIAL No. Z NAME Jaued 
COST PER (001, 14-60 
ONE-THOUSAND $97 


°) 





*003 


Fig 2 





BEFORE USE 6:003 RECORDED 
AFTER USE 6-000 By 2.7%. 
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tied to it and it cannot be put on another job 
until the tag is filled out and removed. This 
ticket is filed with time records in the office and 
used when the job is billed. 


This procedure is carried on until the wheel is 
expended. The final ‘ stub ’ is subtracted from the 
initial diameter as a check on the wheel manu- 
facturer, and the page in the record book is 
closed out. Stubs are returned to the office where 
a requisition for a new wheel is started. 

We feel that this system gives us exact infor- 
mation on diamond wheel performance and 
costs. The procedure is also used as a basis of 
assigning personnel. We have found that some 
operators can grind a lot more carbide than others 
with the same amount of diamond expenditure. 
We also find jobs that use more diamond than 
they should and we look into these and try to 
improve methods. We also have definite per- 
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formance records for comparison of wheels 
from various manufacturers. The system practi- 
cally eliminates theft because wheels unaccounted 
for are missed immediately and the stubs have 
to be returned to the office. If wheels are broken 
or damaged, it is known immediately and steps 
are taken to eliminate the hazards. 

Many shop people look at diamond wheel 
wear, usage and cost as a great mystery and make 
no attempt to figure out why wheels just ‘ dis- 
appear.’ Like anything else, if studies are made, 
controls set up and intelligent analysis made of 
the data, tremendous savings can be effected. 


The record system is only the information 
side of the ledger. The action side is up to the 
operators, foremen and superintendents to de- 
velop procedures and techniques to reduce these 
costs. The record system tells you when you 
are making progress. 





News in Brief 


Alexander Nesmeyanov, president of the 
USSR Academy of Sciences, addressing the 
plenary meeting of the CPSU central committee 
on July 15, and referring to what he called the 
‘ diamond problem,’ said: 

‘Superhard crystals have been obtained syn- 
thetically. Now scientists are searching for ways 
and means of obtaining such crystals on an 
industrial scale.’ 


According to preliminary figures released by 
the South African Department of Customs and 
Excise, diamond exports for the first 5 months 
of 1960 totalled £15,062,906, as compared to 
£17,745,250 in the corresponding period of 1959. 


israel’s diamond exports during the first 
five months of this year totalled 242,736 carats 
valued at $23,800,000—a 33.9% increase in 
quantity and 29.7% increase in value over the 
same period last year. 


British Guiana’s diamond production in May 
amounted to 57,532 stones weighing 7,839 
metric carats. This compares to 74,934 stones 
weighing 10,416 metric carats during April. 


Last year South Africa exported 136,243 
carats of unmounted cut and polish diamonds 
values at £11,745,220, as against 117,420 carats 
worth £10,110,481 in 1958. 
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New Developments in Stone Sawing 


by a Special Correspondent 


Readers of the Industrial Diamond Review 
will probably remember an article published 
ebout two years ago relating to a newly developed 
machine for adapting a diamond circular saw 
for quarrying certain types of stone’. The same 
manufacturer (Diamant Boart SA) has recently 
cooperated successfully with a different machine 
manufacturer to improve the sawing of stone 
blocks into thin sections by means of diamond oe’ A 
gang saws. 

The new equipment which has been installed 
at the Clypor Quarries in Belgium is the result 
of collaboration between Diamant Boart and 
the quarry machine makers Ets Smetcoren of 
Brussells, and removes many of the disadvantages 
that have previously been experienced with this 
type of equipment. 

In the old type of gang saw designed originally 
for use with steel blades fed with an abrasive Fig 1. Top view of new equipment showing the 20 gang saws. 
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slurry, the saw frame was hung from a pair of 
pendulum arms with the result that each point 
on the saw described an arc of the radius of the 
length of the pendulum arms. This resulted in 
very uneven pressure on the length of the saw 
during the swing of the pendulum with resulting 
heavy wear on the centre section of the blade as 
compared with the two ends. In addition the 
moving part of the mechanism (saws, frame, 
pendulum and connecting gear) was of necessity 
very heavy and the speed of the cycle of move- 
ment was accordingly comparatively slow. In 
machines of this type the block of stone to be 
sawn remains stationary, whilst the saw frame 
and its mechanism were fed down as the sawing 
proceeded—a comparatively complex arrange- 
ment. These disadvantages persisted when 
diamond impregnated saws replaced the original 
type, and have caused this type of saw to be 
looked on with some suspicion in many stone- 
yards. 

In the new equipment produced by Smetcoren, 
the saw frame, of relatively light structure, runs 
on tubular slides, so that the saws are recipro- 
cating in a horizontal straight line. The reduction 
in weight and the simplification of the motion 
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Fig 2. Side view showing how the stone is mounted on the 
bogey. 


enables the sawing rate to be increased by over 
100%, while at the same time the wear on the 
saw is distributed evenly over the whole of its 
working length. 

On this type of machine the saw frame remains 
at a constant level with the result that the driving 
gear is simplified as compared with the other 
type of machine whilst the block of stone is 
mounted on a rising table operated by screw 
jacks at the corners of the machine. These are 
driven by a separate motor and the rate of feed 
can be varied to suit the conditions of sawing. 

Mounting the stone on the machine is con- 
siderably simplified by the provision of a set 
of tracks leading directly on to the moving table. 
on which a small bogey runs, carrying the stone 
fixed in suitable clamping devices. By this 
means the stone can be prepared at a point 
remote from the machine and run on its tracks 
into position in a few moments. This con- 
siderably simplifies and speeds up the process of 
changing to a new block of stone on the comple- 
tion of the sawing operation. 

Cooling water is supplied from above the 
saw frame through a framework of pipes per- 
forated with small holes which ensures an even 
distribution of the water over the whole block. 
Provision is made for cutting off the supply of 
water to the outer sections of this frame in 
cases where the block of stone being sawn is 
less than the maximum width possible. 

In the models at present in use the saw frame 
is accommodating 20 gang saws at a spacing of 
$ inch, but an enlarged model is in the process of 
design which will carry 30 or more saws. 


1) Ind Diamond Rev 1958 Vol 18 (211) pp 113-114, 116 (June) 
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News in Brief (continued) 


Diamond production in Venezuela during the 
first quarter of 1960 amounted to 17,906 carats. 
In the corresponding period of last year, the 
fi ure was 32,398 carats. 


stan Giles, a consulting engineer for the Anglo- 
American Corporation of South Africa, has 
stated in New York that African diamond 
producers are making increased efforts to dis- 
cover industrial and gemstones. He said the 
parent company is spending about £1 million per 
annum prospecting for new South African 
deposits (Anglo-American is affiliated with De 
Beers). Other major producers are carrying out 
other exploration programmes. Geophysical 
surveys, ground survey studies, and aerial 
photographs are being used. 

Owing to the low concentration of diamonds 
in most deposits exploration was difficult. In 
Kimberley, eg, one part in 30 million is diamond, 
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The Electronic Storekeeper 
The Electronic Machine Company Limited 
have been working for some time on the problem 
of producing a specialised computor, an electronic 
‘ Storekeeper’ that could be afforded by the 
many smaller organisations that could use such a 
machine. They have now produced the electronic 


said Giles, and in the alluvial fields of S.W. 
Africa, one part in over 100 million is diamond. 


‘Storekeeper’ which in its basic form will 
record 10,000 items under each of 5,000 catalogue 
headings thus recording a total stock of up to 
50,000,000 separate items. 
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DIAMOND MINING AND INDUSTRY 


Diamond industry on sound wicket 

Anon. Diamond News 1960 Vol 23 (7) pp 3, 5 (Apr) 
Comments on the diamond market, based on De 
Beers’ sales for the first quarter of 1960. 
D F.25 


Quarterly diamond sales total £20,396,151 

Anon. Diamond News 1960 Vol 23 (7) p 6 (Apr) 
Comparative quarterly figures for sales of gem and 
industrial stones 1957 to 1960, a by De Beers 
Consolidated Mines Ltd. F.251 


Diamond industry reviewed in Festival Year 

Anon. Diamond News 1960 Vol 23 (7) pp 9, 11 (Apr) 
Traces the history of diamond mining and industry in 
South Africa. L F Hd.361/F.25.361 


S.A. mineral exports 

Anon. § Afr Min Engng J 1960 Vol 71 Pt 1 (3510) p 1183 

May 13) 
In Jan-Mar, 1960, South African diamond exports 
amounted to £8,350,422, as against £12,427,684 in 1959. 
K F.251.361 


Fairy story of diamonds 

4. Atkinson. Times Suppl on South 

May 31) 
The discovery of diamonds in Africa and the develop- 
ment of organized mining and marketing are traced. 
S illustt D F.28.361 


Africa 1960 p ix 


Harry Oppenheimer’s industrial Africa 

Anon. Fortune 1960 Vol 61 (5) pp 152-165 (May) 
Traces the history of the Anglo-American Corp of 
South Africa Ltd and De Beers Consolidated Mines 
Ltd. 12 illustr. 
D Bfba.28.361/F.28.361 


Belgian Congo, II 
Anon. Min World 1960 Vol 22 (2) pp 34-37 (Feb): 
Rattelle Technical Rev, Abstr 1960 Vol 9 (5) p 294a (May) 
No 5682) 
Modern 
described 


ya CONTENTS 


mining operations in Belgian Congo are 
D 


Cb.365 


Some account of diamond mining practices in Southern 
Africa 
R. J. Adamson. J S$ Afr Inst Min Met 1959 Vol 60 (1) 
pp 23-50; abstr Glueckauf 1960 Vol 96 (4) p 254 (Feb 13) 
(Original in English, abstr in German) 
See Industr Diam Rev 1960 Vol 20 pp 46-50, 52-59 
(Mar): pp 66-76 (Apr). 
A Hd.1456.361 
Diamond producers step up African prospecting 
Anon. New York Times 1960 (May 30) 
De Beers Consolidated Mines Ltd is spending about 
£1 million a year prospecting for new deposits in South 
Africa, and other major producers are said to be 
supporting extensive explor ations programmes. 
D Eb.12.361 


In stock—£46m. of diamonds 
Anon. Evening Chronicle, 
(June 8) 
The US stockpile of diamond amounts to 7,013,141 ct, 
mostly industrial stones, and is valued at £46,400,000. 
D F 251.342 


Newcastle-on-Tyne 1960 


De Beers mine may be reopened 
Anon. South Africa 1960 (June 18) 

The De Beers mine at Kimberley, closed 46 years ago, 
may be re-opened, according to the Kimberley 
correspondent of the Rand Daily Mail. If the mine is 
re- opened, either new shafts will be sunk in the vicinity 
of the ‘ Big Hole’, or old workings will be renovated. 
D F Hd.361 


Japan has diamond stockpile 
Anon. Manchester Evening News 1960 (June 7) 
Diamonds estimated to be worth £7,200,000 are in the 

vaults of the Bank of Japan. Officials say the diamonds 
were bought towards the end of the last war from the 
public for use in industry, but they were never used. 
The stockpile was confiscated and then returned by the 
US authorities. Finance Ministry officials say there is 
no plan for using the diamonds at present. 
D F.251.373 


Antwerp and the industrial diamonds [:] Belgium adds 
new commodity to her national economy 
Anon. Diamond News 1960 Vol 23 (7) p 28 (Apr) 
D Fe.251.3235 
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Metals and materials—review and forecast [:] Diamond 
A. Moyar. World Min 1960 Vol 13 (5) pp 78-79 (Apr 25) 
A brief review of mining and markets in the chief 
diamond producing countries. | table. 
D F Hd/F.251 


Sierra Leone workers urged to use more economic 
methods 
Anon. Diamond News 1960 Vol 23 (7) p 19 (Apr) 
D F 13.3672 


Industrial minerals reflect brisk 
construction industry 

R. M. Foose. Min Congr J, Wash 1960 Vol 46 (2) pp 70- 

75 (Feb) 
The minerals reviewed include ceramics, beryl, 
graphite, glass and diamonds. De Beers is named as a 
likely competitor with GEC in the production of 
synthetic diamonds for industrial use. A new pro- 
gramme of research into the nature of kimberlite is in 
progress at the Diamond Research Laboratory, 
Johannesburg. 3 illustr. A Fh Ha.131 


activity in the 


val claims to diamond synthesis 
on. Gemmologist 1960 Vol 29 (346) pp 98, 100 (May) 
Describes the position with regard to patent applica- 
_ filed by GEC and De Beers. 


Fh Ha.255 


US export licences of synthetics 
Anon. Diamond News 1960 Vol 23 (7) p 15 (Apr) 

One of the items on the list of strategic goods which 
require export licences, together with a guarantee that 
the product will not be transferred to a Communist 
country, is synthetic industrial diamonds. 
D Fh.251.342 


Norton makes diamonds 
orton Co, Worcester, Mass. Grinding & Fnishing 1960 
Vol 6 (5) p 31 (May) 
1 illustr. D Fh Ha 
Mining miscellany 
Anon. Min J 1960 Vol 254 (6508) p 556 (May 13) 

The occurrence of diamond has been registered by the 
Geological Survey of India in the bed of conglomerates 
near Banganpalle in Andhra Pradesh. Preliminary 
surveys have disclosed the existence of low quality 
diamonds. The government of Andhra has included a 
comprehensive programme of survey and prospecting 
of the area in the third Five-Year Plan. 
D Ebe.12.371 


Belgium expands imports from Venezuela 

Anon. Diamond News 1960 Vol 23 (7) p 15 (Apr) 
Belgian diamond buyers sharply expanded their 
imports from Venezuela in 1959, according to a report 
just made public by the Venezuelan Ministry of Mines 
and Hydrocarbons. The report revealed that Belgian 
diamond purchases increased by 40% to nearly 18,000 
ct from 12,805 ct the previous year. Industrial 
diamonds are believed to account for 75%, of the total. 
F.251.3235 


Wound up and re-formed 

Anon. Diamond News 1960 Vol 23 (7) p 15 (Apr) 
The members of the Ghana Diamond Winners Co- 
operative Society Ltd has re-formed into the Ghana 
Co-operative Union Ltd. The Ghana Chamber of 
Mines report, covering Apr 1, 1958, to Mar 31, 1959, 
quotes an export figure of 2,968,071 ct compared with 
3,152,086 ct in the previous year. 
D F.25.367 


Industr Diam Abstr 


. P. Chandler. US Dept Interior, Bureau of Mines, 
preprint from Bulletin 585 1960, 8 pp 

{A chapter from Mineral facts and problems, 1960 
edition]. 

The history, size, organization and geographic 
distribution of the industry is considered. The largest 
outlet for industrial diamond is in the manufacture of 
abrasive grinding wheels, although other machining 
and drilling applications are important. The various 
substitutes for diamond developed are in some cases 
competitive, and synthetic diamond has _ proved 
satisfactory. Large reserves of natural diamond, GEC’s 
synthetic production process, and salvage of industrial 
wastes, should give an assurance of supply which in 
turn should encourage use of diamond. Major 
problems of the abrasive industry include a lack of low 
cost effective substitutes for industrial diamond, the 
need for definitive methods of evaluating its abrasive 
qualities, and a lack of data on consumption. 25 ref, 
6 tables. A Fe*Fh/Fc.25/N.25 


Diamonds 
Anon. Jewelers’ Guild Guide, Atalanta 1960 (May) 


Mentions that the Crysler Corp alone makes use of 
more than 7,000 diamond tools and abrasive disks in 
its 33 plants. The US steel industry uses roughly 1 
million ct of industrial diamonds to each 10 million 
tons of steel. N.1451.342 
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Yakutia—diamonds |:] Treasures of the Amaka taiga 

B. T. Babliuk. Library of Congress Mthly Index Russ 

Access 1960 Vol 12 (11) p 3231 (Feb) (Original in Russian) 
Book, Izd-vo Sovetskaia Rossiia, Moscow. 1959, 133 
PP. 
[Not in library of Industrial Diamond Information 
Bureau]. F 322.52 


Diamond deposits of Yakutia 
A. P. Bobrievich et al. Library of Congress Mthly Index 
Russ Access 1960 Vol 12 (11) p 3231 (Feb) (Original in 
Russian) 
Book, Gos nauchno tekhn izd-vo lit-ry po geologii i 
okhrane nedr, Moscow. 1959, 526 pp. 
{Not in library of Industrial Diamond Information 
Bureau]. D Eb.332.52 


Diamond potential in the southwestern part of the 
Siberian Platform 
Sh. D. Kurtseraite. Sov geol 1959 Vol 2 (8) pp 102-112 
(Aug); Library of Congress Mthly Index Russ Access 
1960 Vol 13 (1) p 299 (Apr) (Original in Russian, abstr 
in English) 
D Eb.12.33 


British Guiana decrease 

Anon. Diamond News 1960 Vol 23 (7) p 15 (Apr) 
Diamond production fell in Jan, 1960, when 5,205 ct 
were recorded compared with 9,367 ct in Dec, 1959. 
D F.13.3474 


Reports from the geological surveys : British Guiana 

Anon. Overseas Geol & Miner Resourc 1960 Vol 8 (1) 

pp 70-72 
The output of diamonds from small workings has 
been diminishing during recent years and a survey was 
begun in 1958 of all the alluvial areas, including the 
gold diggings of the Middle Mazaruni River valley. 
Old traces will be cleared and new ones opened in an 
effort to encourage further prospecting by small 
operators. A new strike of alluvial diamonds on the 
upper Kurupung River, above Kumerau Falls, resulted 
in the production of some 4,000 ct before the end of 
1958. D F.13.3474 
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survey of world wide mining activities—Sierra Leone 
in. World Min 1960 Vol 13 (5) pp 124-125 (Apr 25) 
1959 has been considered Sierra Leone’s best year for 
ining. Diamond miners built a record number of 
ims. Six more chiefdoms were declared for mining 
ider the Alluvial Diamond Mining Scheme ; the total 
8 now cover an area of about 7,000 sq. miles. The 
lines Department assisted alluvial miners in improved 
ining methods by the digging of a series of parallel 
enches instead of irregularly placed pits, and by using 
ckers, screens and jigs for concentrating gvavels. The 
eation of the Government Diamond Office appears 
» have decreased the smuggling of diamonds, as the 
ilue of diamond sales increased considerably. The 
overnment kept illicit mining in Yengema and Tengo 
ider better control. Diamond production was 
icreased by the installation of a new plant at Tengo 
nd the modernization of plants in Kono, as well as by 
he use of more earth-moving machinery. 
F.13.3672 


survey of world wide mining activities—South West 
Africa 
ion. World Min 1960 Vol 13 (5) pp 127-128 (Apr 25) 
In 1959 production and sales of gem diamonds were 
by far the most important features of the mining 
ndustry. To expand and accelerate field-plant opera- 
tions, Consolidated Diamonds electrified and doubled 
ts rail facilities. A new continuous grease-belt 
recovery plant and diamond sorting hovse were 
commissioned. De Beers Consolidated Mines main- 
tained its operations. The Industrial Diamond Company 
was making plans for the purchase of a cutter-svction 
dredger for mining a 12-mile terrace estimated to hold 
reserves of 4,000,000 ct and to yield about 7 ct/100 
cubic yards. L F.13.362 


A survey of wor'd wide mining activities—Ghbana 

Anon. World Min 1960 Vol 13 (5) p 121 (Apr 25) 
Diamond production in 1959 fell from the peak level 
of 3,255,402 ct in 1958 to 3,041,633 ct, but a higher 
rate of production is expected as the second stage of a 
new diamond recovery plant erected by Consolidated 


machinery will be replaced by a large centralize 
modern plant. L F.13.36 


African Selection Trust Ltd in Anincheche comes into | 
operation in July 19460. Some old and ip 


A survey of wor'd wide mining activities—Ivory Coast 
Anon. World Min 1960 Vol 13 (5) p 121 (Apr 25) 
The 1959 diamond production of 180,000 ct was 
slightly lower than that of some previous years, but 
prospecting has shown that conditions for future 
yroduction are favourable. 
[ F.13.3662 


A survey of wor'd wide mining activities—Angola 
Anon. World Min 1960 Vol 13 (5) p 120 (Apr 25) 

The Diamond Company of Angola accounts for more 
than 80% of the countrv’s mineral prodvcts. 
Operations are on a laree scale, and annual diamond 

roduction exceeds 1,000,000 ct, 60° being gemstones. 

F 13.3676 


A survey of world wide mining activities—Belgian Congo 
:on. World Min 1960 Vol 13 (5) p 120 (Apr 25) 
The mining industry of the Belgian Congo has not 
been seriously affected by political troubles and 
onomic recession. The production of industrial 
amonds of Tuwhilash decreased from 16,000.09 ct in 
1958 to 14,196,000 ct in 1959. The Kacai prodrction, 
ynsisting mainly of gemstones, decreased from 669,329 
ci to 659,000 carats. L F.13.365 


PROPERTIES OF DIAMOND A\i183 


Kimberlite in Sierra Leone 
D. R. Grantham, J. B. Allen. Overseas Geol & Miner 
Resource 1960 Vol 8 (1) pp 5-25 
An article in three parts: (i) Field occurrence of the 
kimberlite dykes; (ii) Petrography of the kimberlite 
dykes; and (iii) Description of the Sierra Leone 
diamonds. 2 illustr, 6 plates, 11 ref, 9 tables. 
D Ebb.3672 


The treatment of gravels for the recovery of diamonds at 
C.D.M. 


S. W. Devlin. J S Afr Inst Min Metall, J burg 1960 Vol 

60 (9) pp 430-452 (Apr) 
The diamondiferous gravels from field screening plants 
on the mining terraces are conveyed to the central 
treatment plant by a variety of methods. The 
subsequent extraction of the diamonds from the gravels 
is effected by a series of concentration stages which 
comprise tube milling, washing, two-stage heavy media 
concentration, magnetic separation, grease or electro- 
static processing and finally hand-sorting. The 
procedures are described and illustrated. 25 illustr, 
4 ref. D Ebb Hd.1456 





PHYSICAL, CHEMICAL, & MECHANICAL 
PROPERTIES OF DIAMOND 


Hfecomerica varieties of face forms for cubic crystals 


{. Shafranovskii. Sov Phys. Crystallogr 1960 Vol 4 (4) 
pp 452-459 (Apr) (Original in Russian) 
The geometrical varieties of face forms for cubic 
crystals are deduced with allowance for positive and 
negative forms, for face sets, and for polyhedra with 
re-entrant angles. Numerous examples are given of a 
real crystal, including diamond, showing these forms, 
mainly for skeletal forms and twinned intergrowths. 
10 illustr, 4 ref. D Bd Ub 


ectance of coal vitrains in the visible and ultra-violet 
* compared with that of graphite 

L. A. Gilbert. Nature, Lond 1960 Vol 186 (4719) pp 143- 
144 (Apr 9) 

The report includes a table showing the corresponding 
spectra of a highly compressed, polished sample of 
colloidal graphite and of a type II diamond. 

D Bhb Ukjc*F Ukjc 


trinsic recombinat‘on radiation in diamond 
."C. Male, J. R. Prior (King’s College). Nature, Lond 

1960 Vol 186 (4730) pp 1037-1038 (June 25) 
1 illustr, 4 ref. D F Qv 


Anisotropy in the electron densities of atoms in diamond- 
type crystals 

K. P. Mamedov. Sov Phys, Crystallogr 1960 Vol 4 (4) pp 

583-585 (Apr) (Original in Russian) 


3 illustr, 2 ref. D Bdf Ucc 


Extends carbide tool life 
Industrial Div, Fnglehard Hanovia Inc. /ron Age 1960 
Vol 185 (19) p 9 (May 12) 
SND diamond grit, already used by several firms. is 
used in resinoid wheels by a car company to give 60% 
longer life in carbide tools. Good results are also 
obtained in grinding platinum-carbide. 
A Pdc Uge 





A184 PROPERTIES OF HARD MATERIALS 


Industrial diamond manufactured by man ! 
industrie: tabrique par i’‘nhomme ! 

P. L. Herz. L’Usine Belge 1960 Vol 37 (1668) pp 8-10 

(Feb 6) (in French) 
The process of producing diamond by very high 
pressures and temperatures as it progressed trom a 
theory to a practical achievement is described. The 
metal catalyst was the key to the success of GEC’s 
process. Advantages of synthetics in a limited field are 


Le diamant 


described. 4 illustr. 
A 


Fh Qc Vbb/Fh Qc Vcb 


H. Moissan’s synthesis of diamond. Die Diamantsynthese 
von H. Moissan 

K. F. Chudoba. Umschau 1960 Vol 60 (5) p 156 (Mar 1) 

(In German) 

Sixty years ago in Umschau an article on Moissan’s 
diamond synthesis appeared. It is reprinted here, 
followed by a briet account of GEC’s successful 
method and that of De Beers, SAE, and Bronswerk Co 
(Holland). 3 ref. A Fh Ha 


More synthetics 
F. H. McGraw & Co. Diamond News 1960 Vol 23 (7) p 
15 (Apr) 

Announces development of a machine claimed to 
produce industrial diamonds and garnets synthetically 
on a commercial basis, as well as certain metals. 

D Bbhz Qc:Pr/Bf Qc:Pr/Fh Qc:Pr 


Two new American diamond syntheses. Zwei 
amerikanische Diamant-synthesen 

Anon. Gold u Silber 1960 Vol 13 (6) p 14 (June) (In 

German) 

Gives details of two new synthetic processes developed 
in America, the first at the US Army Signal Research 
and Development Laboratory and the second at the 
Cambridge Research Center for electronic research. 

K Fh Ha.342 


neue 





PHYSICAL, CHEMICAL, & MECHANICAL 
PROPERTIES OF HARD MATERIALS 


Polarized light for studying films on metals 
P. C. S. Hayfield (ICI Metals Div). New Scientist 1960 
Vol 7 (188) pp 1590-1592 (June 23) 

The presence of a film no more than one ten millionth 
of an inch thick on a metal may determine its 
properties. In the metal industry, the presence or 
absence of films creates manufacturing problems: eg 
certain oxide films may increase the friction between a 
metal and tool more than other oxides ; the success of 
wire drawing may be greatly influenced by such films. 
The polarized light technique of measuring films and 
examining metals is an inexpensive and useful tool, 
especially when used in conjunction with such 
techniques as electron microscopy. 3 illustr. 
D Bf Ung.21 


The production of strontium titanite. 
von Strontium-titanat 
Anon. Gold u Silber 1960 Vol 13 (4) p 26 (Apr) (In 
German) 
Reply to reader’s question. 
The composition of strontium. titanite, known as 
Fabulite, is given. It will soon come into production 
by the Verneuil process K Bev Ct 


Die Herstellung 


Industr Diam Abstr August 1960 Vol 17 
Are sub-sero coolants useful in machining tough alloys ? 
Anon. /ron Age 1960 Vol 185 (20) pp 160-161 (May 19) 
Newer aircraft must contain thermal-resistant alloys 

to meet hot environments. It the rgnt sub-zero coo,ant 
is used, the machinability of these alloys is improved. 
2 illustr, 2 tables. A Bfxz Ceq Sj 


Synthetic emerald: production and 
Synthetische Smaragde : 
zeichen 

K. F. Chudoba. Umschau 1960 Vol 60 (5) pp 139-141 

(Mar 1) (In German) 

7 illustr, 7 ref. A 


characteristics. 
Hersteilung und Kenn- 


Bbjbb 


Synthetic amethyst quartz 
L. 1. Tsinober, L. G. Chentsova. Sov Phys, Crystallog 
1960 Vol 4 (4) pp 593-595 (Apr) (Original in Russian) 

2 illustr, 6 ref, 1 table. D Bebat 


Role of electrical forces in the process of splitting of 
mica a.ong ceavage planes 
B. V. Deryagin, M. S. Metsik. Sov Phys, Solid State 1960 
Vol 1 (10) pp 1393-1399 (Apr) (Original in Russian) 
8 illustr, 12 ref. D Bebz Cec 


Beryllium and its derivatives in industry. Béryllium et 
ses derivés dans l’industrie 

Anon. La Métallurgie et la Construction mécanique 1960 

Vol 92 (1) pp 19-26 (Jan) (In French) 

Discusses the properties of beryllium, its manufacture 
and appiications in industry, with special reterence to 
the atomic industry. 12 tables. 

K Bfu 


Fatigue resistance of sintered tungsten carbides with 
cobalt binder. La résistance 4 fatigue des carbures 
de tungsténe frittés 4 liant de cobalt 

G. S. Kreumer et al. Izvestiya Akad Nauk SSSR Otd 

Nauk URSS 1958 pp 113-118 (Mar); La Métallurgie et 

la Construction mécanique 1960 Vol 92 (2) p 99 (Feb) 

(Original in Russian, abstr in French) 

K Rhe Uns 


Identifying precious stones (XVII). Wir 
Edelsteine (XVII) 

Anon. Gold u Silber 1960 Vol 13 (6) pp 23-25 (June) (In 

German) 
The microscope is very important in distinguishing 
between synthetic and natural stones, since they can be 
identical in optical properties, weight, and hardness 
Distinguishing of natural from synthetic stones is 
discussed with special reference to synthetic rubies 
manufactured by the Verneuil process. 9 illustr. 
K Bb* Bbb/Bb Cz/Bbeb Ci 


bestimmen 


Gem testing with the Dichroscope. 
mit dem Dichroskop 
Anon. Deutsche Goldschmiede Ztg 1960 Vol 58 (4) p 195 
(Apr) (In German) 
1 illustr. A 


Edelsteinpruefung 


Bb Cz Wem: 





DIAMOND TECHNOLOGY 

First published 1942 as ‘‘ Production Methods for 
Diamond and Gemstone.” The second edition 
of this book by P. Grodzinski has been revised 
throughout and _ considerabl — ed. 840 
pages, 486 illustrations, 94 tables, indexes. 
From NAG Press Ltd., 226 “pe Renee Court, 
London W 6. 54s 6d, post free. 
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DIAMOND, ETC, IN INSTRUMENTS 


technique for sampling oxide layers and brittle 

materials for microdittraction 

M. Adams, M. A. Silva, V. M. Spiers. Nature, Lond 
60 Vol 186 (4719) pp 147-148 (Apr 9) 

Normal extraction replica techniques are often difficult 
o apply to brittle materials. The possibility of 
oosening material by means of a diamond point and 
incorporating this into a replica for examination by 
electron difiraction was therefore explored, and is 
described here. The technique was tested successfully 
on specimens of brittle materials and it was found that 
a load of 1 gm normally produces sufficient debris 
without risk of damaging the diamond. Materials that 
can be deformed plastically do not yield loose debris 
and the diamond groove technique is_ therefore 
unsuitable for these. 3 illustr, 3 ref. 
D Az BaCz Nd 


Jewels for instruments 
I. Rekov. Library of Congress Mthly Index Russ 
{ccess 1960 Vol 13 (1) p 20 (Apr) (Original in Russian) 
Book, Gos nauchno-tekhn ixd-vo mashinostroit lit-ry. 
1959, 152 pp. 
{Not in library of Industrial Diamond Information 
Bureau]. D Tc.33.52 


Russian automatic gauging and sizing equipment 
Anon. Metalworking Prod 1960 Vol 104 (22) pp 993-995 
june 1) 

7 illustr. D W .33 
Optical lining up, short cut to precision 
L. E. Batchelor. Metalworking Prod 1960 Vol 104 (22) 
pp 996-998 (June 1) 

Precision alignment of machine tools and fixtures with 
optical instruments has been proved again as a speedy 
and effective means of setting up machine tools and 
fixtures. 4 illustr. X Pr Psc We 


A gauge for the precision measurement of the thickness 
of germanium and silicon wafers 
D. Baker. Proc Instn elect Engrs 1959 Vol 106B (Suppl 
17) pp 1168-1170; Instrum Abstr 1960 Vol 15 (6) p 298 
(June) 
The gauge employs an optical lever and covers the 
range 0 to 270 uw with an overall accuracy of +0.5 
micron. 
X Az Bfr V Wbz/Az Bho V Wbz 
4 new interference block gauge comparator. Ein neuer 
Interferenz-Endmasskomparator 
M. Duehmke. Z Ver Dtsch Ing 1960 Vol 102 (12) pp 
470-471 (Apr 21) (In German) 
2 illustr. K W bz 
Tilting and rotating specimen stage for electron 
microscopy and electron diffraction 
R E. Burge, H. R. Munden. J sci Instrum 1960 Vol 37 
(6) pp 199-201 (June) ' 
Though the stage described has been designed specific- 
lly for the Metropolitan Vickers type EM 3 electron 
nicroscope, the principles involved may have applica- 


ion to other microscopes. 1 illustr, 3 ref. 
) Wemm 


Surface testing with piezo-electric receivers. Ober- 
flaechenpruefung mit piezoelektrischen Aufnehmern 
J. T. Broch. Werkst u Betr 1960 Vol 93 (5) pp 259-261 
(\ ay) (In German) 
10 illustr. K 
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Recent advances in new areas of nondestructive testing 
H. A. Elion. Non-destr Test 1960 Vol 18 (3) pp 100-182 
(May-June) 

This paper describes recent advances in several of the 
newer areas of ultrasonics, X-ray fluoroscopy, electron 
probe micro-analysis, and radio frequency spectroscopy, 
particularly electron spin resonance spectroscopy. 
8 illustr. D Cy.132 


Effect of the parameters of diamond cones on the results 
of the determination of the hardness of metais 
B. M. Ovsiannikov, V. A. Stoliarov, L. T. Timoshuk. Zav 
Lab 1959 Vol 25 (8) pp 996-998 ; Library of Congress 
Mthly Index Russ Access 1960 Vol 12 (11) p 3069 (Feb) 
(Original in Russian) 
D Bf Cv Ndg 


Surface testing by interferometric means according to 
Tolansky. Suil’esame de superfici mediante un 
procedimento interferenziale di Tolansky modificato 

L. Bachmann. Macchine 1960 Vol 15 (4) pp 353, 355, 357 

(Apr) (In Italian) , 


4 illustr, 7 ref. M Cz Unf Were 


Optical orientation testing II. 
fung II 

R. Schulze. Arch tech Messen 1960 (292) pp 95-98 (May) 

(In German) 

The instruments described may be used for measuring 
surface roughness, angles of tools and workpieces, 
differences between similar parts, and for testing the 
running of spindles. 13 illustr. 
A 


Optische Richtungsprue- 


Vs 





HARDNESS AND WEAR TESTING 


Vickers hardness tests on curved surfaces 
H. G. Harper, F. W. Rabarts. Machinery, Lond 1960 Vol 
96 (2481) pp 1238-1240 (June 1) 

When hardness testing with a pyramidal indenter 
having an included angle between facets of 136°, the 
question of a correction may arise when the specimen 
under test has a spherical or cylindrical surface, 
particularly if the radius is fairly small. B.S. 240 gives 
numerical corrections for tests on balls of certain 
specific diameters, and examples are given here of 
Vickers hardness correction factors for both spherical 
and cylindrical surfaces, either convex and concave. It 
is stressed that in the case of cylindrical surfaces, the 
orientation of the diamond with respect to the axis of 
the cylinder is very important. 1 illustr, 1 table. 

D Agz Cvd Nde 


Why do cutting tools fail ? y, 
D. G. Jones. Mach Tool Blue Bk 1960 Vol 55 (6) pp } 
111-114, 116 (June) 

Recent research has revealed a close relationship 
between cutting speed, tool life, and temperatures at 
the tool-chip interface. It was concluded that carbide 
tool wear is directly proportional to temperature until 
a certain temperature is reached. At this ‘critical 
temperature’ the wear rate changes abruptly and the 
tool quickly fails. The wear in this case is crater wear, 
but current investigations suggest that the same 
phenomena apply to edge wear. Other conclusions on 
speed, life, and temperatures are listed. 2 illustr. 
D Pd Unr 





Al86 TRUING OF GRINDING WHEELS 

Micro-hardness and grindabiity of glasses. 
und Schleifbarkeit von Glaesern 

F. G. Wihsmann, A. Petzold. Silikattechnik 1960 Vol 11 

(4) pp 151-153 (Apr) (In German) 

Micro-hardness tests on systematic series of glasses 
show that for a low micro-hardness a lower amount of 
removal occurs and vice-versa. Results observed in 
watch glass by W. Marjes and in enamels by F. R. 
Meyer are applied to glasses. In glasses of the same 
elacticity, the one with the greater micro-hardness 
shows the greater amount of removal. 7 illustr, 6 ref, 
2 tables. Bm Unee Bm Unhd 


Mikrohaerte 


Testing ultra-fine sheet metal and tin-vlate for hardness. 

Zur Haertepruefung an Feinstb.ech und Weissblech 

E. Wondris, V. Seul. Stahl u Eisen 1960 Vol 80 (6) pp 
356-265 (Mar 17) (In German) 

Indentation hardness testing of ultra-fine sheet metal 
is described. The influence of the hardness of the sheet 
metal in relation to its thickness, in test results with the 
Super-Rockwell-30T process and the Vickers process 
using 3 kg weight, is discussed. The relationship 


between hardness values obtained from the R 20T and 
the HV 3 processes is examined. It was discovered that 
testing with the HR 30-T process is suitable for the 
classification of ultra-fine sheet metal and tin-plate. 
17 illustr, 5 tables. 


4z Bf Cvd/Az Bfn Cvd 


The role of the Zeiss interferential microscope in practical 
applications. Le rdle du microscope interférentiel 
Ze'ss dans la pratique 

M. Uhlig. Mach Mod 1960 Vol 54 (614) pp 85-90 (May) 

(In French) 

The microscope is used to examine surface conditions 
in great detail, inclvding diamond indentations fot 
hardness tests. 28 illustr. 

A Nd Cv Wem 


Possibil'ttes of wear examination and mezsurement of 
machine pats by means of radioactive isotopes. 
Moeglichkeiten der Verschleissforschung und 
Verschleissmessung von Maschinenteilen mittels 
radioaktiver Isotopen 

H. Lachmann. Technik, Berl 1960 Vol 15 (1) pp 31-34 

(Jan) (In German) 

2 illustr, 10 ref, 2 tables. 
A 4zCw Syb 


Temvereture and tool wear. Temperatur und Werkzeug- 
verschle’ss 
Anon. Technik u Betrieb 1960 Vol 12 (4) pp 73-74 (Apr) 
(In German) 
The influence of temverature on hardness and wear 
resistance is discussed. The author concludes that heat 
caused by friction during machining is the basic cause 
of heavy tool wear. 1 illustr. 
q Pd Unr Vs 


Deposited film obscures true wear measurement of 
cerannic too!'s 

Anon. Metalworking Prod 1960 Vol 104 (22) pp 983-985 

(June 1) 

5 illustr. D Pdd Unr V 
Autometic hardaess tester. Automatischer Haertevruefer 
VEB Threringer Industriewerk Rauenstein. Idustrie- 
kurier 1960 Vol 13 (87) p 209 (June 8) (In German) 

This machine was develoned for the rapid testing of 
mass-produced parts by the Rockwell method Test- 
pieces are automatical'y sorted into three categories : 
too hard. normal, and too soft. 1 illustr. 

K W gh.133 
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Use laws of friction for balanced tool life 
H. Cone. Mach Tool Blue Bk 1960 Vol 55 (6) pp 105, 
107-103 (June) 
2 illuetr. D Pd Uqe:Ung 
An improved microhardness tester for high temperature 
use 
J. H. Westbrook. ASTM Bull 1960 (245) p 21 (Apr) 
Paper presented to the American Society for Testing 
Materiais, 63rd Annual Meeting, Atlantic City, NJ. 
June 26- July 1, 1960. 
The design, construction, and operation of an 
improved high-temperature micro-hardness tester are 
described. Examples of various applications of the 
instrument are given which demonstrate its capabilities 
and the variety of problems for which it may be used. 
D W ghd 


Hardness testing of cast-iron with the Pold‘-Huette 
hardness tester. Zur Haertepruefung von Gusseisen 
mit dem Haertepruefer der Poldi-Huette 

F. Hickel. Giesserei 1960 Vol 47 (10) pp 

(May 19) (In German) 

3 illustr, 2 tables. q 


273-276 
BfcaCv 


Review of productions of the employees at VVB 
Mechanik. Sp-egel der Leistungen der Werktaetigen 
der VVB Mechanik 

D. Meichsner. Mschr Feinmech Optik 1960 Vol 77 (3) 

pp 66-70 (Mar) (In German) 

Amongst the products reviewed are an automatic 
hardness tester (HPA), for Rockwell tests on serial 
products, which sorts the workpieces into groups of 
hard, medium, hard and soft; and a Brinell tester, 
HPO 3000. 10 illustr. A Weh 


Hardness tester is portable 

Wi!'son Div, American Chain & Cable Co, 230 Park Ave, 
New York 17. Purchasing Week 1960 Vol 3 (20) p 41 
(May 16) 

A portable hardness tester determines Rockwell 
hardness values of objects too heavy to move to a 
standard tester. The unit has loaded springs in 
individual sleeves for different load ranges, and comes 
in various clamping designs. Throat depths of 3.3 in. 
and 5.1 in. are available. 1 illustr. 

D Wehce 





TRUING OF GRINDING WHEELS 


The manufacture of Everest office machines 
R. E. Green. Machinery, Lond 1960 Vol 96 (2481) pp 
1226-1235 (June 1) 

Rack cutting and roller grinding machines employed 
at Serio SpA are described. A special Everest machine 
for grinding rubber rollers uses Norton wheels, about 
36 grain, which are trued to the required profile by an 
attachment incorporating a horizontal beam with dove- 
tail edges, set parallel to the spindle axis. On this beam 
is a diamond-carrying slide. The diamond is spring- 
loaded upwards so that its upver end is held in contact 
with a temv'ate. When the slide is moved along the 
beam, the form of the template is reproduced on the 
grind‘ng wheels. The form required on the rollers may 
be plain cylindrical or grooved, and many roller parts 


have/rounded ends. 13 illustr. 
D Ab Cgh Nj/Ag Bq Che Pr 
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! _- graphite—production and machining 
Poulsen. Machinery, Lond 1960 Vol 96 (2471) pp 

6»6- 645 (Mar 23) 

The manufacturing processes through which graphite 
passes are described, including gring.ng heat-excoanger 
piates, and form grinding. tconomy in wheel life has 
been achieved by the substitution of crush-truing for 
diamond truing at the set-ups used for torm-grinding 
the grooves in the various sizes of plates. & illustr. 

4 Bhb Ceq 


itest in honeycomb grinding methods 
J. Kemper. Grinding & Finishing 1960 Vol 6 (5) pp 
5, 30 (May) 
Stainless steel honyeycomb cores require accurate, 
burr and layover free grinding. Lhe methods used to 
date have been valve stem cutters, electrically-aided 
grinding and wide coated abrasive belts. Now 
Grumman Aircraft has found that surface grinding with 
bonded wheels is the most economical wale fuufill.ng 
the requirements. Fine grit silicon carbide wheels have 
certain advantages over aluminium oxide, but, in 
dressing these wneels, dull diamonds or diamonds with 
a flat sursace produced a better finish than new, sharp 
diamonds, contrary to normal procedure. 3 illustr. 
D Az Che:Ab Cg Nj 


Practical ideas—Angle dresser is completely protected 
against abrasives 

C. §. Frank. Amer Mach 

(May 16) 

A tool with all critical moving parts fully protected is 
said to be easy and safe to use as it allows operation 
away from the wheel and resultant grit scatter. ‘Ine 
tool is used by pushing a rod which moves the diamond- 
carrying spindle forward. Release of pressure allows 
the sp.ndie to return to starting position. 1 illustr. 

D Ab Cgh Nj Psf 


1960 Vol 104 (10) p 135 


Habit dressing attachment for diamond wheels 

Habit Diamond Tooling Ltd, Lurgan Ave, London W 6. 

Machinery, Lond 1960 Vol 96 (2479) p 1113 (May 18) 
The Habit Rotatrim trues both metal bonded and 
resin bonded diamond wheels after they have been 
mounted on the grinding machine spindle, and also 
dresses wheel faces to provide free cutting suriaces. 
The attachment is swivel-mounted in a bracket which 
is clamped to the machine table by a single bolt. The 
abrasive wheel, carried on a spindle, is available in 
three grades. Truing is done by bringing the periphery 
of the abrasive wheel into contact with the face of the 
rotating diamond wheel, so that the former spins. The 
abrasive wheel is then traversed to and fro until the 
operation is completed. A governing arrangement 
keeps rotation speed constant. 1 illustr. 
D Nv:Cgz Psc 


drill grinder 

lward Blake & Co Inc. 
195 (May 19) 
The grinder has a stand with etched plate marked in 
nerements, permitting the entire wheel to be used. A 
new turret-type quadrant swings the desired drill 
ocator in direct line with the swinging arm of the 
srinder. Diamonds in wheel dressers are presented to 
he grinding wheel at a 15° angle for self-sharpering. 
| illustr. A Nj Psf:Alb Che Pr 
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Grinder grinds variety of materials 

Royal Master Grinders Inc. Iron Age 1960 Vol 185 (22) 
p 78 (June 2) 
Designed for through feed, plunge feed, and infeed, 
a centreless grinder with crush truer grinds multiple 
diameter parts and intricately shaped profiles in such 
materials as tungsten carbide, stainiess or carbon steel, 
glass or plastic, as well as sorter materials. Wheel 
truers can be manually or hydraulically operated and 
the unit is 24 x 48 inches. | illustr. 
A Che Pr Psf 





PRECISION MACHINING OF METALS 


Machining cobalt alloys. Usinage des alliages au cobalt 
C. T. Olofson, F. R. Morral. L’Usine Belge 1960 Vol 37 
(1682) pp 8-10, 12-15 (May 14) (In French) 
The material should be machined with low cutting 
speeds, small rates of infeed.and a continuous cut. 
Coolant should be constantly supplied. HSS and 


carbide insert tools are used, and all types of machin- 
ing are possible. 
A 


1 table, 24 ref. 
Bfxz Ceq Pdb/Bfxz Ceq Pdcb 


Turning crankshafts with Veraloy clamped-tip tools 
P. A. Sidders. Machinery, Lond 1960 Vol 96 (2482) pp 
1284-1287 (June 8) 
Methods used by Petters Ltd, Staines, are described. 
4 illustr. K Agn Ceqb Pdc 


Improvements in the machining of titanium and its alloys 
Anon. Engrs’ Dig 1960 Vol 21 (5) p 87 (May) 

Describes a method of preventing hardening of 
titanium and its alloys by maintaining a non-hardening 
or neutral gas or other protective layer at the cutting 
point. It is claimed that improved machinability and 
surface finish are obtained since higher machining - 
speeds can be used, which by raising the temperature 
of the metal at the cutting point, reduce its shear 
strength and thus ease the cutting process. 

D Bfn Ceq Unf/Bfn Ceq Unp/Bfxn Ceq Unf/ 
Bin Ceq Unp 


Machining copper and its alloys. 
de ses alliages 

Anon. L’Usine Belge 1959 Vol 36 (1654) pp 7-10 

(Oct 31); (1657) pp 12-15 (Nov 21); (1659) pp 7-10 

(Dec 5); (1661) pp 9-11 (Dec 19); 1960 Vol 37 (1663/ 

1664) pp 12-17 (Jan 2-9) ; (1667) pp 6-13 (Jan 30) ; (1669) 

pp 6-9 (Feb 13) (In French) 

All methods of machining are discussed in detail and 
characteristics of different alloys described. In the final 
article, a list of the alloys is provided, giving character- 
istics with a view to machinability. Certain types, such 
as copper-beryllium, are extremely hard and require 
careful machining. Grinding, which may entail the use 
of diamond wheels, is described in the article in 
No 1667. 46 illustr, 20 tables. 
A 


L’usinage du cuivre et 


Bfh Ceq/Bfxq Ceq 


The spindle system of a horizontal drilling and milling 
machine. Das Spindelsystem eines Horizontal-Bohr- 
und Fraeswerkes 

R. Piekenbrink. Industr Anzeig 1960 Vol 82 (46) pp 697- 

704 (June 7) (In German) 

The construction, form, and testing of the system are 
described. 27 illustr, 29 ref. 
A Cfb Pr/Cff Pr 
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Description of an electro-mechanical copying system. 
Beschreibung eines elektro-mechanischen Nachform- 
systems 

A. Kato. Industr Anzeig 1960 Vol 82 (46) pp 693-696 

(June 7) (In German) 

The system is described as used for reshaping accord- 
ing to a pattern or template. Any machine to which 
the attachment is fixed can also be oy for normal 
lathe work, the attachment being easily disconnected. 
The range of application is that of any copying 
programme machine. 9 illustr. 

A Ceqbz Pr Pu:Psc 


Choice of soluble cutting fluids. Choix des liquides de 
coupe solubies 

S. J. Barber. Mach Mod 1960 Vol 54 (613) pp 37-38 

(Apr) (In French) 
The soluble cutting fluids available fall into three 
main groups: the inactive, those doped by high 
pressure, and the synthetic or chemical. The character- 
istics and working requirements of these are described 
and tabulated. 1 table. A Sjkz 


The built-up edge. Die Aufbauschneide 

Anon. Technik u Betrieb 1960 Vol 12 (4) pp 71-72 (Apr) 

(In German) 
The built-up edge on the cutting surface of the tool is 
a part of the chip which is held to the cutting edge by 
friction. When highly accurate and clean machining Is 
required this is a disadvantage, but when these factors 
are not so important it serves to protect the tool from 
wear while machining. 4 illustr. 
K Pd Uqb 


Metalworkers handbook [in 5 vols] 
N. S. Atscherkan. Sowjet Buchneuerscheinungen, Veran- 
kuendigungsdienst 1960 (14) p 19 (Original in Russian) 

Book, Maschgis. 1960, 800 pp. Price DM 7.50 per 
volume. 

Vol 1 deals with the mathematical aspects of 
machining metals, Vol 2 with the physical properties of 
materials and with machine components, Vol 3 includes 
sections on materials and sintered carbides, Vol 4 
discusses chip producing processes, while Vol 5 deals 
with thread and tooth cutting. 

{Not in library of Industrial Diamond Information 
Bureau]. Bf Ceq.52 


Reasons for faults in shape and dimension in internal 
precision boring. Ursachen fuer Form- und Mass- 
fehler beim Innen-Feindrehen 

P. H. Brammertz. Industr Anzeig 1960 Vol 82 (46) pp 

718-726 (June 7) (In German) 

The accuracy of form and dimension in the internal 
boring of steel is examined in relation to the machining 
conditions and the tool applied, and the reasons for the 
workpiece faults are thus established in detail. The 
cutting force exercises the greatest influence on the 
cylindrical qualities as it can cause the work spindle of 
the lathe to be deformed and pushed out of the true 
during the work. On the other hand, the circularity is 
dependent mostly on the type of workpiece clamp. The 
dimensional accuracy of the workpiece depends for the 
greater part on the cutting wear of the turning tool. 
Further influencing factors are the change in surface 
quality and the cutting forces within the life of the 
turning tool. 26 illustr, 7 ref. 

A Az Cfdb.2591 


Drilling hardened steels 
Yu. P. Kholmogortsev. Machines & Tooling 1960 Vol 
31 (1) pp 34-35 (Jan) (Original in Russian) 


3 illustr. D BfdzCfb 


Industr Diam Abstr August 1960 Vol 17 
Quality of surfaces and precision of parts machined by 
abrasive tools 
P. I. lashcheritsyn. Library of Congress Mthly Index 
Russ Access 1960 Vol 13 (1) p 18 (Apr) (Original in 
Russian) 
Book, Gos izd-vo BSSR Red nauchno-tekhn lit-ry, 
Minsk. 1959, 230 pp. 
{Not in library of Industrial Diamond Information 
Bureau]. D Az Ceq Pe.33.52 


Machining. L’usinage 

Anon. Rev Gen Mécan 1960 Vol 44 (130) pp 67-82 (Feb) 

(In French) 
Illustrations show details of the various machining 
processes which go into the manufacture of a Unic 
lorry. 27 illustr. K Ceq.1456:Az Qc 


Monogram for determining the jaggedness of cutting tool 
edges. Nomogramm zur Ermuttlung der Schartigkeit 
von Werkzeugschneiden 

Z. Gass. Werkst u Betr 1960 Vol 93 (5) p 232 (May) (In 

German) 

2 illustr. K Pd Uqb 


Machining ferrous materials by chip-producing methods. 
Zerspanung der E,senwerkstotie 

G. Vieregge. Werkst u Betr 1960 Vol 93 (5) p 285 (May) 

(In German) 

Book, Verlag Stahleisen mbH, Duesseldorf. 1959, 
346 pp, illustr. Price DM 40.00. 

Contains abundant data on the chippability of ferrous 
materials giving directions as to the most favourable 
machining conditions and setting out the properties of 
chip-producing materials. 

{Not in library of Industrial Diamond Information 
Bureau]. K Bfc Ceq 


The condition and use of American machine tools. 
Ueberbiick ueber den Stand und Einsatz amerikan- 
ischer Werkzeugmaschinen 

G. Mohr. TZ prakt Metallbearb 1960 Vol 54 (4) pp 

168-177 (Apr) (In German) 

A comparative study of German and American 
machining methods. Ways by which unproductive and 
time wasting processes may be eliminated are indicated. 
Tool grinding in America is hardly more economical 
than in Germany. Throwaway sintered carbide and 
ceramic inserts are widely used and_ electrolytic 
machining is being employed in an attempt to reduce 
the time taken in grinding sintered carbides. Exampies 
of various machines are given. 36 illustr. 

K Pr.25.322* Pr.25.342 


Abrasive cutting, Pt I 

H. T. Biechele, (American Chain & Cable Co). 

& Finishing 1960 Vol 6 (5) pp 36-41 (May) 
The use of thin abrasive wheels for cutting-off 
applications on hard metals, glass, ceramics, efc, has 
been found to save labour costs and speed up 
production time considerably. Material preparation 
and finishing operations associated with some cut-ofi 
methods are frequently eliminated. Wet and dry 
cutting processes are covered ; chopstroke, oscillating. 
horizontal and rotary types of abrasive cut-off 
machines are also described. 11 illustr. 
L 


Grinding 


Ba Cegc Pe 


Tools at work—carbide cutter 
Rohr Aircraft Corp. Tool Engr 1960 Vol 44 (5) p 115 
(May) 

A 10 in. diameter carbide cutter having a Kennametal 
grade K92 cutting ring, ground with a 1° dish angle 
and hollow ground on top to an 18° included angle, is 
used to cut stainless steel honeycomb. 1 illustr. 

Az Bfd Ceg Pdc 
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ulling high-strength alloys 
Ziatin, R. Krueck. Tool Engr 1960 Vol 44 (5) pp 
-1286 (May) 
8 tables. D Bfxz Cff 


\ ork programming for drilling machines 
\. Vul'tson. Machines & Tooling 1959 Vol 30 (12) pp 
(Original in Russian) 
6 illustr, 7 ref. K Cfb Pr.33 


process inspection—a must in missile machining 
Calebaugh, bk. Seerbo. Tool Engr 1960 Vol 44 (5) pp 
-111 (May) 
Modern positioning and measuring equipment make 
possible to inspect a workpiece with laboratory 
.ccuracy while it is mounted in position for machining. 
This capability has greatly reduced scrap in the 
nachining of high precision missile components. The 
nachining of a gimbal is given as an example. 3 illustr. 
) Tz:Gc W 


Example of a possible method of cutting off with multi- 
spindle machines. Exemple dune éventueile 
possibilité de décoiletage sur tours multibroches 

). A. Gaetan Granger. Machine-Outil Francaise 1960 Vol 

25 (154) pp 157, 159, 161, 163 (May) (In French) 

5 illustr. A Cege Pr 


From sintered carbide to ceramic. Du carbure dur 4 la 
céramique 

A Le Lan. Mach Mod 1960 Vol 54 (614) pp 41-46 (May) 

(In French) 
Ceramic tools are recommended for a variety of work. 
Attention is given to the question of cutting angles, the 
naterials suitable for machining with ceramic, lubrica- 
tion, problems connected with chip production, cutting 
speeds, and surface finish. Examples of work 
performed are described. 6 illustr. 
{ Pdd 


US research in ultra-high-speed machining—3 

Anon. Metalworking Prod 1960 Vol 104 (22) pp 977-982 

(June 1) 
It is concluded from test results given here that 
velocity, not cutting force, determines horsepower 
requirements, nor is there any evidence that the amount 
f heat generated rises in proportion to velocity ; hence 
tool temperature does not increase indefinitely. 
) illustr. D Ceqr.131.342 


Machining heads 

Buckeye Tools Corp, 5003 Springboro Pike, Dayton 1, 

Ohio. Tool Engr 1960 Vol 44 (4) p 236 (Apr) 
Linear as well as rotary motion is provided in the 
IK and 21L series of tools for use in drill.ng, tapping, 
istening, grinding, reaming, counterboring and wire 
rushing. Length of the stroke can be adjusted to 
icrometer accuracy over the 0.0 to 2 in. range. Tools 
n be operated singly or in groups, following any 
‘sired sequence and with controls matched to the 
esired degree of automation. 1 illustr. 

Pr Psc 


to-AIl’ sawing machine allows the production of 
enormous wafers of beryllium. Une machine 4 scier 
‘Do-All’ permet la production d’énormes galettes 
en bérylium 
n. Mach Mod 1960 Vol 54 (614) p 109 (May) (In 
lexagonal disks of 760 mm height and 25 to 50 mm 
ckness were cut from a rod of very pure beryllium 
compressed at a high density. 1 illustr. 
Cej Pr 


MACHINING OF STONE A189 


New bit cuts down fines 
Vascaloy-Ramet Corp, 800 Market St, Waugekan, III. 
Canad Min J 1960 Vol 81 (5) p 96 (May) 

Style MS 3 chain cutter bit features a chisel type tip 
which provides fast, smooth cutting without drag. The 
lip design holds the carbide tip securely without 
altering the fast cutting action. 1 illustr. 

A Az Ceg Pdcb 


A new plant for machining beryllium 

S. C. Poulsen. Machinery, Lond 1960 Vol 96 (2480) pp 

1152-1160 (May 25) 
Facilities available at the works of Sir W. G. 
Armstrong Whitworth Aircraft Ltd are described. 
11 illustr. D Bfu Ceq 


Miniature cutting tools 
DoAll Co, Des Plaines, Ill. Tool Engr 1960 Vol 44 (5) p 
167 (May) 

Twist, pivot and centre drills, reamers and end mills 
are included in a line of high speed, miniature, steel 
cutting tools. Sizes available are quoted. | illustr. 
D 


Pdz 


Application of Fagersta ceramic tools 

Mortimer Engng Co, 202-206 Acton Lane, London 
NW 10. Machinery, Lond 1960 Vol 96 (2452) p 1300 
(June 8) 

Illustrates the machining of a shaft of toughened steel 
on a Koping 20 h.p. centre lathe with a Secoramic 
ceramic tip. The part is machined at a spindle speed of 
2,000 rev/min, representing a cutting speed of 1,230 
ft/min, with a feed of 0.012 in./rev and a 0.18 in. deep 
cut. 1 illustr. K Agz Bfdz Ceqb Pdd 


Sperry 2-dimensional electro-hydraulic copying system 
Sperry Gyroscope Co Ltd, Brentford, Middx. Machinery, 
Lond 1960 Vol 96 (2467) pp 412-419 (Feb 24) 
A 2-dimensional electro-hydraulic 360° copying 
system for machine tools is said to permit milling from 
a template at a feed rate of 20 in./min to an accuracy 
within 0.0002 inch. A feature of the system is that the 
copying movements of the stylus are always normal to 
the template that is being followed, and the tool moves 
at a constant feed rate round the form. The system is 
being evaluated with a view of adoption as standard 
equipment in some makes of milling machines. 
7 illustr. D Cffz Pu:Pr 


Bendix numerical-control system for precision contouring 
machines 
Bendix Aviation Corp, Detroit, Mich. Machinery, NY 
1960 Vol 66 (8) pp 198-199 (Apr) 
1 illustr. A Ceqz Pr Wpz 





CUTTING AND MACHINING OF STONE, 
GLASS, ETC. 


Gyroscopic grinding setup 

J. B. Popper. Machinery, NY 1960 Vol 66 (9) pp 136-137 

(May) 
A unique application of gyroscopic precession makes 
possible the grinding of gramophone needles by a 
device described. The set-up needs little manual control 
and can be used for similar operations on workpieces 
requiring rounded ends. 2 illustr. 
D Agqz Che 
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Machining glass with sintered carbides. Glasbearbeitung 
mit Hartmetallen 

H. -J. Randhahn. Silikattechn 1960 Vol 11 (3) pp 126-130 

(Mar) (In German) 


5 illustr, 4 tables. A Bm Ceq Pdc 


Machine for precision cutting of disks from semi- 
conductor and other britt.e materials. Genauigkeits- 
Sche.benschne.dmaschine zum irennen von Halb- 
leitern und anderen sproeden Werkstoften 

B. Panzert. Technik, Berl 1960 Vol 15 (3) pp 143-144 

(Mar) (In German) 

Special cutting conditions are required owing to 
brittleness of the material, which must be pinned front- 
ways instead of being clamped in the usual way. 
Diamond cutting disks must be used with a good 
coolant supply and such machine characteristics as are 
listed here. 2 illustr. Ba Ceg Ngd 


Nose cones ...a study in grinding technique 
D. Ward, E. Passmore. Mach Tool Blue Bk 1960 Vol 55 
(6) pp 132-137 (June) 

A missile nose cone of aluminium oxide ceramic 
material, hardness 9 on the Mohs’ scale, requires 
special grinding techniques. After ring cut-off, internal 
grinding is done with a diamond wheel, which although 
produced by Koebel Diamond Tool Co for wheel 
dressing was the only wheel found to perform 
satisfactorily. A 3% in. diameter wheel removes 
between 0.015-0.020 in. to within 0.001 in. of finished 
size in an average of four successive cuts. A 1} in. 
diameter wheel reaches further into the nose. Wheels 
are changed again and previous grinds are blended 
bringing the id to final size within +0.005 inch. A core 
drill relieves the nose tip for cone wheel grinding. 
Extended rough grinding on a Mattison hydraulic tracer 
controlled profile grinder is done with metal bonded 
diamond wheels, which are stick-dressed with a Norton 
Crystolon stick dresser. External finish grinding is on 
a special Radome grinder built by International Tool 
Company. 6 illustr. 
D Az Bfxc Che Nv 


Automatic measurement of thickness as applied to 
germanium wafer production in transistor manu- 
facture 

C. E. Bicknell. Proc Instn elect Engrs 1959 Vol 106B 

(Suppl 17) pp 1171-1175; Instrum Abstr 1960 Vol 15 (6) 

p 298 (June) 

A machine is described for automatically feeding, 
accurately measuring, sorting and counting circular 
germanium wafers of approximately 8 x 10° in. in 
diameter, and ranging between 2.5 and 5 x 10° in. in 
thickness. xX Az BfrV Wbz 
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Diamond cutting and polishing 

O. Bowles. Diamond News 1960 Vol 23 (7) p 25 (Apr) 
A general article dealing with various types of saw. 
The most widely used are diamond saws which differ 
from mud saws in that the abrasive is locked in the 
saw rather than carried with the blade in the form of 
mud. Different kinds of diamond saw are described. 
D Cej Ngz 


Industr Diam Abstr August 1960 Vol 17 
Diamond technology 
Anon. Goldsm J 1960 Vol 66 (496) p 262 (June) 

Answer to reader’s question. 

As literature on cutting and polishing semi-precious 
material like agate and malachite, Diamond Technology 
by P. Grodzinski, and The Art of the Lapidary by F. J. 
Sperisen are recommended. 
K F Vwz.52 


ROCK DRILLING 


Chemical grouting an aid in diamond drilling 

J. W. McBean, L. J. Cunningham. Canad Min J 1960 

Vol 81 (4) pp 74-75 (Apr) 
AM9 chemical gel sets more quickly and is cleared 
from a drill hole more readily than quick-setting 
cement, and therefore has great advantages over the 
conventional material in diamond drilling operations. 
Specimen cases of use are quored. 1 illustr. 
A Cfb Nh*Cz 


St Joseph Lead Company’s diamond drilling practices 
H. V. Sears. Canad Min J 1960 Vol 81 (3) pp 79-81 (Mar) 
An account of the company’s methods of solving 
individual problems, weer a description of lubrica- 
tion methods. Bim Cfb Nh Qs 


Diamond drills in surveying 
US Bureau of Standards. 
(7) p 7 (Apr) 

D 


Diamond News 1960 Vol 23 
Nh.12 


Reports from the geological surveys : Tanganyika 
Anon. Overseas Geol & Miner Resourc 1960 Vol 8 (1) pp 
57-58 
Diamond drilling investigations were made by the 
Mineral Exploration Team of the Department of 
Geological Survey. D Nh.12.364 


Diamond offered for Mohole drilling 
Anon. Min Engng 1960 Vol 12 (5) p 439 (May) 

The African diamond industry has offered drill 
diamonds to the scientists undertaking the project of 
drilling through the Mohorovicic discontinuity which 
bounds the. interior of the earth. As many as 50,000 
ct of diamond are expected to be used to drill 6,000 
ft below the ocean floor. Christensen Diamond 
Products Co of Salt Lake City have offered to produce 
bits for the African stones. 

See also Industr Diam Abstr | Vol 17 p A1l29 
(May). Bnt hb Nh 


Aspects of deep hole drilling 
C.K.G. Lamming. Mine & Quarry Engng 1960 Vol 26 (4) 
pp 138-146 (Apr) 

After a consideration of factors affecting the primary 
breaking of rock in a quarry face, a review is given of 
the following machines: Halco- Stennick, Climax Vole 
drill, C. P. Reich drill, and various compressors. 
13 illustr, 1 table. AzCfb Pr 


Mineral exploration 
K. F. G. Hosking. Min J, Annual Review 1960 Vol 254 
pp 79, 81, 83, 84, 85, 87, 89 (May) 
Sections deal with exploratory ons ochenees and 
insttuments. 3 illustr. Be Cfb.12 
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\Yorld’s largest diamond drill 

\findrill Ltd, Melbourne. Canad Min J 1960 Vol 81 (5) 

p» 73-74 (May) 
The drill is capable of drilling either vertical or angle 
holes to depths in excess of 10,000 feet. Initially it will 
be used for drilling BX size, 24 in. diameter, holes. 
The full range of speeds is from 200 to 1,500 
ev/minute. Exceptionally powerful hoists, brakes and 
engines are features of the machine, the head being 
capable of rotating the ring of drill rods which is 
nearly two miles long. The regular diamond drill head 
employs a revolving quill shaft which is geared to 
idvance 33 inches. For rotary drilling the regular type 
f hydraulic diamond drill head is replaced by a 
conventional rotary table. 1 illustr. 
See also Industr Diam Abstr 1960 Vol 17 p A43 
(Feb); p A130 (May). A Nh 


Diamond drilling into high pressure water underground 
tsumeb Corp; Boyles Bros (Pty) Ltd. S Afr Min & 
Engng J 1960 Vol 71 Pt 1 (3509) p 1105 (May 6) 

In cover drilling, an underground diamond drill is 
generally used to bore into formations ahead of shaft 
sinking or mining operations. Various safety devices 
have been developed to ho'd the rods once the drill 
penetrates into water under pressure, and further 
advances have been made in the design of new equip- 
ment, which has proved satisfactory during a year’s use. 
The main improvement is that the rod holding device 
is axially located with the casing rod string when water 
under pressure is met. The obiective gained is that the 
whole equipment not only arrests the rods against the 
force of high pressure water, but that it is also possible 
to finishing drilling to the desired depth uninterrupted 
and without the cost of cementing up the water-bearing 
fissures along the way. Complete operation of the 
safety device is summarized. 

D AzCfb Nh Sg Vch 


Underground mining 
A. Grierson, D. Sutton. Min J, Annual Review 1960 Vol 
254 pp 91, 93, 95, 97, 99, 101, 103, 105, 107, 109, 111, 113, 
115, 117, 119 (May) 
Drilling methods and equipment used during 1959 are 
discussed. 11 illustr. 
D Cfb.1456/Cfb.26 


Breaking overburden at today’s strip mines 

Anon. Coal Age 1960 Vol 65 (5) pp 94-99 (May) 
Discusses vertical drilling using a new type of vertical 
drill which will drill holes at any point round the 
machine and at different angles, and side wall drilling, 
using a special drill for drilling thin layers of rock 
covering coal or lying between seams of coal. The 
ictual breaking of rock, mechanical handling, and 
drilling and loading, are also discussed, with many 
references to previous articles in Coal Age. 8 illustr. 
4 Bnu Cfb.1456 


Bit temperatures in rotary drilling 
J. FE. Whitbread. Colliery Engng 1960 Vol 37 (431) pp 
25-29 (Jan) 
Describes a research programme carried out at 
Sheffield Univ to determine the temperatures attained 
»v carbide rotary bits under various conditions of thrust 
nd speed. 4 illustr, 10 tables. 
K Cfbr Plh Vb 


W olstanton Concentration Scheme 

Anon. Colliery Engng 1960 Vol 37 (433) pp 88-93 (Mar) 
Drilling at No 3 shaft was carried out by Holman 
silver Three machines fitted with ¢ in. chucks and using 
exagon steels tioped with tungsten carbide chisel bits. 
5 illustr, 2 tables. K AzCfh Pdcb 
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Introducing new drilling equipment; practice of 
petro.eum workers of the Chechen-Ingush ASSR 
IU. Blizniukov, E. A. Karakozov, F. A. Smelianskii. 
Library of Congress Mthly Index Russ Access 1960 
Vol 13 (1) p 17 (Apr) (Original in Russian) 
Book, Gos nauchno-tekhn ixd-vo neft i gorno- 
toplivnio lit-ry, Moscow. 1959, 92 pp. 
[Not in library of Industrial Diamond Information 
Bureau]. D Cfb.26.33.52 


Drilling and blasting. Vol I: Drilling. Bohr- und 
Schiessarbeiten. Bd I: Bohrarbeiten 
Lathan. Nova 1960 (4) p 4 (Apr) (In German) 
Book, Deutscher Verlag fuer Grundstoffindustrie, 
Leipzig. 1960, 261 pp. Price DM 12.80. 
A comprehensive study of the drilling techniques 
currently used in mining. Information on the most 
important processes and equipment and directions as to 
correct application and maintenance are given. 
[Not in library of Industrial Diamond Information 
Bureau]. K Ch Cfb.21.52 


Gas and air for flushing bore holes in rotary drilling. 
Gas und Luft als Bohrspueling beim Rotarybohren 
G. Peterson, R. Woehlbier. /ndustriekurier 1960 Vol 13 
(87) pp 305-306 (June 8) (In German) 
2 illustr. K Az Cfbz Qs 


Drilling of long boreholes in coal 
J. S. Baxter Colliery Engng 1959 Vol 36 (430) pp 
520-525 ; abstr Glueckauf 1960 Vol 96 (10) p 647 (May 7) 
(Original in English, abstr in German) 

A Bnu Cfb 


The most practical and useful drill hole diameter. Der 
zweckmaessigste Bohrlochdurchmesser 
N. V. Stadnicenko, V. T. Nazarov. Ugol 1959 Vol 34 
(10) pp 20-22; abstr Glueckauf 1960 Vol 96 (10) p 647 
(May 7) (Original in Russian, abstr in German) 
A AzCfb.21 


Economic and technical results of turbo-drilling in 
Austria. Wirtschaftliche und technische Resultate 
bei Turbinenbohrungen in Oesterreich 

E. Sztankoczy. Erdoel Z 1959 Vol 75 (12) pp 467-471 ; 

abstr Glueckauf 1960 Vol 96 (8) p 533 (Apr 9) (Original 

and abstr in German) 
A Cfbd.3255 


Turbine drilling with diamond bits. Turbinenbohren mit 

Diamant-Meisseln 

H. J. Wiemann. Erdoel Z 1959 Vol 75 (3) pp 71-72; 
abstr Glueckauf 1960 Vol 96 (3) p 197 (Jan 30) (Original 
and abstr in German) 

Measurements and running times of turbines with 
both rotary and diamond bits in 1957 and 1958 are 
given. In spite of difficult geological conditions, the 
diamond drill crown is finding an increasingly wide use 
in Germany. Developments of special bit forms and 
the construction of the diamond-set parts and fluid 
channels are described. A Cfbd Nh 


Underground drills 
Boyles Bros Drilling Co. S Afr Min & Engng J 1960 Vol 
71 Pt 1 (3509) p 1113 (May 6) 
The new Model VEGRC-9 R underground diamond 
drill for coring or blast hole work is fitted with a 
reversible motor. The drill is mounted on a telescopic 
column-bar with traversing _ and has a circulating 
- ricator. 1 illustr. 
water soft-soap lub Cie Pr:Nhe 





A192 


Reaming shell, short type 


Wheel Trueing Co of Canada Ltd, 575 Langlois Ave, 

Windsor, Ont. Canad Min J 1960 Vol 81 (5) p 96 (May) 
The new Truco ‘Gold’ short-type reaming shell has 
matrix-held diamonds set directly on the face of the 
shell and the inner tube placed close to the bit. Test 
runs show that it will make longer runs and straighter 
holes than was generally expected. 1 illustr. 
A Cel Nhe 


Self-propelled drill 

Reich Drill Div, Consolidated Pneumatic Tool Co Ltd, 

London SW6. Iron Coal Tr Rev 1960 Vol 180 (4780) 

p 486 (Feb 26) 
Model 155 drill is for operations where holes in the 
44 in. to 5 in. diameter range are required to depths not 
lower than 250 feet. An hydraulic pump provides fluid 
for the rotary drilling head and _ other parts. 
Compressed air operates flushing of chipping and the 
down-the-hole hammer. The retractable mast can be 
positioned at almost any drilling angle. An important 
feature is the extensive use made of hydraulics. 
1 illustr. A Chef Plz Qs 





WIRE DRAWING 


The field of application for carbide dies 
A. E. Chambers, W. K. Facknitz. Machinery, Lond 1960 
Vol 96 (2480) pp 1177-1182 (May 25) 
See Industr Diam Abstr 1960 Vol 17 p A151 (June). 
6 illustr. D Pxb 


Aluminium wire 

Anon. Indian Wire Industr J 1960 Vol 3 (4) pp 52, 55-56 

(Apr) 
Tungsten carbide dies are used for wire sizes up to 
1 mm but diamond dies for drawing the finer sizes. 
The working life of diamond dies is 6 to 12 times more 
than that of tungsten carbide dies in modern high speed 
wire drawing machines. Good surface condition and 
mirror finish can be obtained by polishing the dies with 
diamond powders of various grades. Advice is given on 
lubricants, drawing speeds, et cetera. 3 tables. 
D An Bfg Cn Nkb/An Bfg Cn Pxb|/Nkb*Pxb 


Wire-drawing machine 

Malmedie & Co. Iron Age 1960 Vol 185 (20) p 191 

(May 19) 
A vertical double-decked wire drawing machine with 
differential speed compensation presents advantages 
over former machines. Both sections of the capstan 
can operate without slip. The differential drive auto- 
matically selects the optimum speed ratio of the 
capstans for any given drawing conditions. 
A AnCnPr 
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DIAMOND TECHNOLOGY 

First published 1942 as ‘‘ Production Methods for 
Diamond and Gemstone.”’ The second edition 
of this book by P. Grodzinski has been revised 
throughout and considerably enlarged. 840 
pages, 4%6 illustrations, 94 tables, and indexes. 
From NAG Press Ltd., 226 Latymer Court, 
London W 6. 54s 6d, post free. 
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GRINDING AND POLISHING 
OF CARBIDES AND METALS 


Some interesting operations on micrometer components 
R. E. Green. Machinery, Lond 1960 Vol 96 (2479) pp 
1102-1107 (May 18) 

Methods used at Fratelli Borletti SpA for the 
production of micrometer spindes are discussed, 
including rough and finish grinding of the high-accuracy 
threads on specially designed machines. A diamond 
attachment is provided on a special Borletti screw- 
thread grinder for truing the single rib on the wheel to 
the required angular form. Lapping operations, 
performed on special rigs developed by the company 
for the production of both flat and spherical surfaces, 
are also described. Stainless steel spindles and anvils 
are lapped with a mixture of chromium oxide and 
diamond dust, but diamond dust only is used for 
carbide faces. Two grades of diamond dust provide for 
rough and finish lapping carbide faces, and each of the 
blocks is used for five minutes. For the final lapping 
of carbide faces, the oil carrier normally employed is 
replaced by a petroleum fluid. 8 illustr. 

D Az Bk Chd Km/Chcep Pr:Nj Psj 


Finishing operations on Ford gears 
Anon. Machinery, Lond 1960 Vol 96 (2479) pp 1125-1127 
(May 18) 


4 illustr. D Ad Chm 


in grinding and lapping sintered carbide. 
Fortschritte beim Schleifen und Laeppen der 
gesinterten Hartmetalle 
B. Kleinschmidt. Metall 1960 Vol 14 (6) pp 567-569 
(June) (In German) 

The advantages and disadvantages of synthetic 
diamond as compared to natural diamond are discussed. 
The chief advantages of synthetic diamond wheels with 
a bakelite bond are as follows: longer working life of 
wheel, faster grinding, less pressure required, and 
sharper cutting edges. They show the best results in 
grinding sintered carbide. 

Diamond honing tools, eg sintered diamond pencil 
honing tools, offer new possibilities in mass production, 
the type mentioned being particularly suitable for 
working cast iron and hardened steel. These materials 
may also be worked satisfactorily with electrolytic 
diamond honing tools in cases where a considerable 
stock removal on bores is required. Small bores can be 
machined with specially developed diamond hones, on 
which the diamond layer is imposed direct on the metal 
shank. Methods of avoiding excessive wear on wheels 
are discussed. 

Diamond wheels have been developed using both 
natural and synthetic diamonds in a plastic bond, which 
are particularly satisfactory as they grind without 
generating great heat and without noticeable pressure. 
5 illustr. 
A Bkc Chh Nqe/F*Fh/Nv*Nvh 


Metal-cutting machine 
maschinen 

M. Seybold. Z Ver Dtsch Ing 1960 Vol 102 (16) pp 

663-667 (June 1) (In German) 

Working tolerances in cylindrical and internal grinding 
are becoming increasingly finer. Grinding in pairs is 
more economical in such cases and also reduces waste. 
Band _ grinding is 
applications. 102 ref. 
K 


tools. Spanende Werkzeug- 


also being used with wider 


Chec Pr/Chel Pr 





\ugust 1960 Vol 17 Industr Diam Abstr 
Surface roughness in plunge grinding. Die Oberflaechen- 
rauheit beim Einstechschieifen 

Kohlage. Industr Anzeig 1960 Vol 82 (46) pp 715-718 
ine 7) (In German) 
The influence of chip conditions on the surface 
quality of a defined workpiece in external plunge 
grinding is examined. A statistical evaluation of the 
esults shows when a marked improvement in surface 
quality can be relied on and makes possible an analysis 
of the data obtained. It is explained how the 
quantitative results can be translated to other similar 
fields of work. 12 illustr, 5 ref. 
4 Ched Unf 


(-rinding thin parts 
non. Tooling & Prod 1960 Vol 25 (12) pp 64-65 (Mar) 
Var) 

Most of the trouble involved in surface grinding thin 
flat pieces is due to heat build-up: ways of reducing 
this are given here. 1 illustr. 
D 


AzChcm 


Cinematographic technique for the study of grinding 
phenomena. Tecnica cinematografica nello studio 
dei fenomeni di rettifica 

Anon. Macchine 1960 Vol 15 (4) pp 321, 323, 325, 327 

(Apr) (In Italian) 

See also Industr Diam Abstr 1960 Vol 17 p A64 (Mar). 
5 illustr. M Che.21:Wefz 


Grinding metals in supplying cooling fluid through 
grinding wheel pores 

G. V. Bokuchava. Library of Congress Mthly Index Russ 

{ccess 1960 Vol 13 (1) p 17 (Apr) (Original in Russian) 

Book, Gos nauchno-tekhn izd-vo mashinostroit lit-ry, 
Moscow. 1959, 105 pp. 

{Not in library of Industrial Diamond Information 

Bureau]. D Bf Che Pe Qs Sjg.33.52 


The role of lubricant-coolant fluids in grinding 
V. D. Sil’vestrov. Machines & Tooling 1959 Vol 30 (12) 
pp 28-30 (Original in Russian) 


7 ref, 1 table. K Che Sjg.33 


Water and oil work together 

Experimental Research Institute for Machine Tools, 

Moscow. New Scientist 1960 Vol 7 (188) p 1601 (June 23) 
Grinding wheels are said to last twice as long and 
work more efficiently when external water cooling is 
supplemented by oil, which is forced to diffuse through 
the wheel form the hub onto the surface of the work- 
piece. Investigations have confirmed earlier reports 
from various countries claiming that the method, 
allowing two liquids with different cooling and 
lubricating properties to be used, offers definite 
advantages over more conventional grinding methods. 
Additional advantages include increased productivity 
with unimpaired accuracy, better finish as there is no 
distortion due to overheating, and the fact that there 
ire fewer hot spots. The need for dressing is less 
frequent. D Pe Qs Sjg 


tour milling and grinding without re-clamping the 
workpiece. Fraesen und Schleifen von Konturen 
ohne Umspannen 

on. Industr Anzeig 1960 Vol 82 (45) p 687 (June 3) 
German) 

This versatile milling machine is equipped with two 

spindles, so that it can also be used for re-grinding 

srofile cutters and as a co-ordinate grinder. 2 illustr. 
c Cff Pr:Che Psc 
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Automation in grinding and polishing. Die Automatizier- 
ung beim Schieifen und Polieren 
Langbein-Pfanhauser-Werke AG, Vienna. Maschinenwelt 
u__ Elektrotechnik 1960 Vol 15 (6) p 235 (June) (In 
German) 
Numerous German firms have developed automatic 
grinding and polishing machines. Workpieces are 
grouped on a mount by means of a vacuum and can 
easily be released after the work has been finished. 
Details are given of a special machine constructed by 
Langbein-Pfanhauser. 1 illustr. 
K Che Pr.133/Chm Pr.133 


sintered carbide broaches. 
Nachschleifen von Hartmetall- 


Effective re-grinding of 
Zwechmaessiges 
reibahlen 

W. Ledermann, EWA AG, Solothurn. 

Vol 9 (12) p 734 (June 3) (In German) 

Claims that the process for lapping broaches 
recommended in a previous article [The use of sintered 
carbide tools, Technica, Vol 9 (7) p 327] leads to a 
change of size in the broach and therefore in the bore- 
hole to be machined. Gives suggestions for an 
alternative method of grinding broaches which is 
claimed to be more efficient. 

See also Industr Diam Abstr 1960 Vol 17 p A127 
(May). K Ale Bkc Chc* Ale Bkc Chd 


Technica 1960 


Experiments in belt grinding aluminium. Untersuch- 
ungen-zum Bandschleiten von Aluminium 
G. Pahlitzsch, G. Becker. 
539-544 (June) (In German) 
11 illustr, 12 ref, 1 table. 
A 


Metall 1960 Vol 14 (6) pp 


Bfg Che Pee 


Workpiece quality and production costs in external 
precision turning, external cylindrical long grinding 
and exernal cylindrical plunge grinding. Werkztueck- 
qualitaet und Fertigungskosten beim Aussen-Fein- 
drehen, Aussenrund-Laengsschleifen und Aussen- 
rund-Einstechschleifen 

P. H. Brammertz. Industr Anzeig 1960 Vol 82 (46) pp 

727-728 (June 7) (In German) 
5 illustr, 6 ref. 

A Ceqbb/Chcd/Chel 


Tangential curve profile grinding machines. Tangenten- 
bogen-Profilschleifmaschinen 

Anon. Industr Anzeig 1960 Vol 82 (46) p 729 (June 7) 

(In German) 

The machines are for the production and maintenance 
of milling cutters. Both models can be used both for 
radius grinding and grinding straight or spiral-grooved 
outside teeth of milling cutters. One model is for 
milling cutters of up to 25 mm diameter and 125 mm 
width, and the second for cutters of up to 675 mm 
diameter and 175 mm width. 2 illustr. 

A Alc Chch Pr 


Form cutter sharpening machine. 
schleifmaschine 

Anon. Industr Anzeig 1960 Vol 82 (46) p 729 (June 7) 

(In German) 

Tooth cutting tools of up to 215 mm diameter and 89 
mm width can be ground either in original production 
or in maintenance work. 1 illustr. 

A 


Formfraeser-Scharf- 


Alcz Che Pr 


Modern surface technique and shop economy. Moderne 
Oberflaechentechnik und Betriebswirtschaft 

R. Abend. Metall 1960 Vol 14 (6) pp 575-578 (June) (In 

German) 


4 ref. A Unf.21 
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Polishing of mass-produced parts. 
Massenteilen 
Anon. Werkst u Betr 1960 Vol 93 (5) p 234 (May) (In 
German) 
Discusses a barrel polishing method using mineral 
grains combined with chemicals. 1 illustr. 
K 


Polieren von 


Chmz 


How to mill and grind spiral-grooved tools with a 
suggestion for the standardization of the head of 
twist. Das Fraesen und Schleifen drallgenuteter 
Werkzeuge und ein Vorschlag fuer die Normung der 
Drallsteigung 

T. Fiala. Werkst u Betr 1960 Vol 93 (5) p 235-238 (May) 

(In German) 

Deals with the mathematical connections between the 
geometrical sizes of the tool and the equipment 
necessary for its manufacture and for grinding. 
Suggestions are made for adiusting the grinding rule of 
twist grinding equipment and for the designation of the 
twist pitch of spiral-grooved tools. 8 illustr. 

K Alz Cff/Alz Che 


Selecting the type of electrical main drive for grinding 
machines 
V. A. Naidis, V. M. Feigel’man. Machines & Tooling 
or Vol 31 (1) pp 17-19 (Jan) (Original in Russian) 
9 illustr. D Che Prd 


New co-ordinate form-grinding process. Neues Koordin- 
aten-Formschleif-Verfahren 

Gebr Loewe Werkzeugmaschinen, Duesseldorf-Lohausen. 

TZ prakt Metallbearb 1960 Vol 54 (4) p 201 (Apr) (In 

German) 

Numerous advantages are claimed for this new 
process, including the possibility of carrying out 
difficult and complicated jobs economically. 

K Chcb 


Precision grinding research, Pt 2 
H. Grisbrook. Prod Engr 1960 Vol 39 (6) pp 341-346 
(June) 
1 illustr, 23 ref. (concl). 
See Industr Diam Abstr 1960 Vol 17 p A171 (July). 
D Chew.131 


Shop quality control 
manufacture 

R. C. Starr. Canad Mach 1960 Vol 71 (4) pp 88-89, 149 

(May) 

In centreless grinding, the straightened stock is 
precision ground on automatic production machines to 
+0.001 tolerance. The machine is set to grind below 
centre, thus holding stock down and permitting about 
15 ft/min to be passed through the machine. The 
regulating wheel is driven at 45 rev/min and trued at a 
7° angle. Operation is completely automatic, including 
gauging and compensating for wheel wear. The 
grinding removes all rough surface variations and 
exposes a parallel micro-finish surface. 3 illustr. 

D Psz Qc 


safeguards automotive spring 


Hydraulic copy-grinding and automatic 
Copiage hydraulique et automaticité 
A. Le Lan. Machine-Outil Francaise 1960 Vol 25 (154) 
pp 139, 141, 143 (May) (In French) 
3 illustr. A 


working. 


Chez Prs 


Microboning of hardened liners cuts } off production 
time 


Anon. Cross-Hatch 1960 Vol 11 (6) pp 2-4 (Mar-Apr) 
4 illustr. D AzChhe 


Industr Diam Abstr August 1960 Vol 17 
Honing operations on hardened transmission gears 
A. N. Ackerson, (Clark Equipment Co). Machinery, 
Lond 1960 Vol 96 (2480) pp 1164-1166 (May 25) 

4 illustr. D AdzChh 


Why honing, Pt IV 

M. M. Patterson. Grinding & Finishing 1960 Vol 6 (5) 

pp 44-46 (May) 
The final part of the honing series describes how to 
apply honing, and the errors and pitfalls which may be 
encountered. Also included are a buyer’s guide and 
brief reports on some unusual honing applications. 
2 illustr. D Chh.21 


How to grind carbide milling cutters 

T. Hollis jun (Browne & Sharpe Mfg Co). 

Finishing 1960 Vol 6 (5) pp 48-50 (May) 

Incorrect re-grinding often shortens the life of carbide 

tipped milling cutters. It is essential that the flute face 
be re-ground as well as other surfaces, since this means 
that the body is untouched and the tools can be re- 
tipped several times. Cutters should be sharpened on a 
tool and cutter grinder. A 1°0 or 220 grit diamond 
flaring cup wheel should be used. 7 illustr. 
D Alc Bk Che Nv.139 


Grinding & 


Cleaning and derusting of steel. 
tung von Stahl 
K. H. van Oeteren. Industrieblatt 1960 Vol 60 (3) pp 
149-155 (Mar) (In German) 
Special emphasis is laid on the cleaning and derusting 
of steel, but other processes, including grind’ng, are 


Reinigung und Entros- 


described. Grinding gives a clean even finish, but is 
very slow and is suited for this purpose only in 
exceptional cases. 
K 


13 illustr, 6 ref, 2 tables. 
Bfd Cdb/Bfd Che 


Economies obtainable by barrel finishing 

R. E. Farl. Machinery, Lond 1960 Vol 96 (2482) pp 

1298-1300 (June 8) 
The use of barrel finishing often results in savings 
both to manufacturers who employ successive machin- 
ing operations to produce fine finishes, and to those 
who have high hand-polishing costs. It must, however, 
be intelligently combined with other operations. 
Fxamples are given to illustrate this point. 4 illustr. 

Chmz Unf 


Recent data relating to the French machine tool industry 
(DP. Quelaues données actvelles sur [l'industrie 
francaise de la machine-outil (1) 

J. Ouichon. La Métallureie et la Construction mécanique 

1960 Vol 92 (4) pp 231-241 (Apr) (In French) 
13 illustr, 3 tables. K Pr.25.3215 

Recent data relating to the French machine tool industry 
(If). Quelaues données actvelles sur [l'industrie 
francaise de la machine-outil (IT) 

J. Ouichon. La Métallureie et la Construction mécanique 

1960 Vol 92 (5) pp 345-353 (May) (in French) 

Discusses high-cavacity machine tools working by 
metal removal. Of svecial interest are a Gendron 
cylindrical grinder with a maximum capacity of 750 
mm diameter and 3,000 mm in length, and a Berthier 
vertical grinder. 24 illustr. 

K Pr.25.3215 


Automatic polishing technique for elect-o-thinning metals 
for trensmission electron microscopy 
V. A. Phillips, J. A. Hugo. J sci Instrum 1960 Vol 37 (6) 
pp 216-217 (June) 
4 ilustr, 5 ref. 
Wemm.1451:Bfa Chm Prs 





\ugust 1960 Vol 17 Industr Diam Abstr 
rush-form grinding knife-edged pawls 
elephone & Electrical Industries Pty, Australia. Metal- 
king Prod 1960 Vol 104 (21) pp 950-951 (May 25) 
Grinding pawls for telephone switch mechanisms one 
at a time in a trunnion-mounted fixture has been 
replaced by form grinding in jigs accommodating up to 
15 parts at a time. The work is done on a Jones & 
Shipman model 1012 crush-form surface grinder. 
Production has increased five times and closer tolerances 
are maintained. 3 illustr. 
D AzChcb Pu 


pring end grinding machines 

\non. Wire World Internat 1960 Vol 2 (2) p 74 (Apr) 
Spring end grinding machines, Type FSA, are used for 
simultaneous face grinding of both ends of precision 
compression springs. Mode of operation is described. 
A built-in dressing device is provided. 
D 


1 illustr. 
AzChe Pr 


[wo new grinders 
R. J. H. Tool & Equipment Co Ltd, Heckmondwike, 
Yorks. Mech World 1960 Vol 140 (3491) pp 242-243 
June) 
The Trim Tool grinder, mounted on a pedestal and 
complete with its own coolant system, has either 
diamond lap or green grit wheel suitable for carbide 
tipped tool finishing. The Jumbo self-contained back- 
stand machine is also described. 2 illustr. 
D Al Bk Chm Ny 


Simple, accurate, 

grinder 
Besly-Welles Corp, 120 Dearborn Ave, So Beloit, Wisc. 
Tooling & Prod 1960 Vol 26 (1) p 64 (Apr) 

Model DV2, a new double vertical spindle disk 
grinder, offers optional push-button spindle feed units 
that permit feed increments from 0.0001 in. minimum 
to 0.0012 in. maximum per impulse. The units, coupled 
with gauging equipment, provide automatic sizing and 
make the DV2 virtually automatic. One application of 
the DV2, when equipped with 14 in. diameter diamond 
wheels, is cited to demonstrate its accuracy. The 
machine will handle parts ranging in thickness from 
0.050 in. to 24 in. and 0.375 in. to 3 in. diameter. 
Besides carbides or hard ceramics requiring diamond 
abrasives, other materials can be ground with resinoid 
bond abrasive disks. D Ba Che Nv Pr 


rugged — new double-spindle disc 


Sandvik carbide burrs 

Sandvik Steel Works Co, Sweden ; British rep: Sandvik 
Swedich Steels I td, Halesowen. Birmingham. Machinery, 
Lond 1960 Vol 96 (2482) p 1278 (June 8) 

Details are given of a new range of carbide burrs 
made from Coromant grade S6 tungsten carbide and 
ground on fully automatic machines, which are claimed 
to ensure consistency of form and true running. They 
are available in 27 different tvpes with 4 in. or 6 mm 
diameter shanks. A re-grinding service is offered and 
it is claimed that a burr can be sharpened as manv as 
four times. Peb Red 


Microvo‘nt grinding machine. Machine A affuter ‘ Micro- 
point’ 
Ye Vlieg Machine Co. 
» 90 (Apr) (In French) 
The machine is for precision grinding pointed tools. 
The svecial method of positioning by means of dials 
provides rapid adiustment with precision in exact 
accordance with the geometric snecifications of the 
tool. The wheethead has reversible movement. The 
basic princivle of the machine is the determination of 
all the characteristics in relation to the centre of the 
tool point. 1 illustr. A Alz Chew Pr 


Mach Mod 1960 Vol 54 (613) 
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Surface grinder 
Harig Mfg Corp, 5757 Howard St, Chicago 38, Ill. Tool 
Engr 1960 Vol 44 (5) p 161 (May) 

Model 612 surface grinder has automatic forced 
lubrication, a direct drive motor and a choice of right 
or left-hand longitudinal feeds as standard equipment. 
Operation and maintenance are simplified by these 
features, it is claimed. 1 illustr. 

D Chem Pr Qs 


Grinding, indexing machine 

Eight Mile Industries Inc, 21290 W Eight Mile Rd, 

Detroit 4, Mich. Tool Engr 1960 Vol 44 (5) p 163 (May) 
Space and time saving are said to be made possible 
with this metal grinding and indexing unit. A rotary 
grinding table fits on a surface grinder to convert the 
unit to a rotary and/or od grinder. A permanent 
magnet chuck on the surface reduces clamping 
requirements. 1 illustr. 
D Chem Pr:Chcef Psc 


Automatic saw grinder for carbide-tioped circular saws 

W. Von Arnauld Co, Oakland, NJ. Mach Tool Blue Bk 

1960 Vol 55 (5) p 238 (May) 
The Volmer ASHK-1000, available in Model A, 
primarily for re-sharpening, and Model B, primarily 
for manufacturing carbide-tipped circular saws, use 
diamond impregnated wheels and can grind the face 
straight or with an alternate face bevel, and the top 
straight or with alternate top bevel. Model B also 
grinds the sides of the carbide inserts with compound 
clearance angles. Capacity is saw diameters from 5 to 
40 in. and tooth distance up to 4 inches. Cycling is 
automatic and the Vollmer electric programming 
control eases operation. The machine can be provided 
for wet or dry grinding. 1 illustr. 
D Alf Bk Che Nv 


Valve-lapping machine 

Dewrance & Co Ltd, Great Dover St, London SF 1. 
Iron Coal Tr Rev 1960 Vol 180 (4793) pp 1201-1202 
(May 27) 

The machine laps in one operation both seat faces of 
parallel slide and wedge valves of any make, being 
available in three sizes to cover a wide range of valves. 
When in service the unit is mounted on an adavtor 
plate clamved to the valve body cover flange, and the 
lapping disks are automatically aligned with both seat 
faces when the pressure is apvlied with the regulator 
and handwheel. Cast-iron lavving v'ates and steel rams 
are supplied with the machine. 1 illustr. 

A AzChd Pr 


Profi'e grinder 

Hartex Div, Union Twist Dr‘ll Co, Athol, Mass. 

Ener 1960 Vol 44 (5) p 180 (May) 
Cutting clearances on cutters, mills, counterbores and 
reamers, and special multi-diameter and interlocking- 
type cutter gangs can be ground with this No 5 
machine. Consisting of a recivrocating horizontal 
wheelhead and revolving workhead, the grinder can 
accommodate arbor tvpe cutters up to 30 in. diameter 
and taper shank mills up to 18 in. in over-all lereth. 
1 illustr. D Chch Pr 


Tool 


Grinding machine for atomic metals. Une rectifieuse 
pour métaux atomiaues 

Arthur Scrivener I td. La Métalluroie et la Construction 

mécaniaue 1960 Vol 92 (2) p 177 (Feb) (In French) 

A centreless grinder with a grinding wheel of 2705 mm 
diameter has been fitted with sverial vleviolass 
protective eavioment for use when machining certain 
components for atomic pile. 1 illustr. 

K Bfw Che Pr 





A196 GRINDING AND POLISHING 


Universal tool grinding machine for production and 
maintenance. Universal Werkzeugschleifmaschine 
fuer Fertigung und Instandhaltung 

Reinecker, Ulm, Germany. Maschinenwelt u Elektro- 

technik 1960 Vol 15 (S) p 187 (Apr) (In German) 

The universal grinding head can be adjusted to three 
different heights and the different cutting angles can be 
set directly. It is particularly suitable for grind.ng 
spiral grooves on cylindrical and conical workpieces 
and can also be supplied with a hydraulic table drive. 
1 illustr. Al Che Pr 


Norton surface grinder 
Norton Co, Worcester, Mass. Machinery, NY 1960 Vol 
66 (8) p 204 (Apr) 
Type S-3 grinder is now available in the 8.by 24 in. 
size. 1 illustr. P Chem Pr 


Automatic six-spindle valve-seat grinding machine 
Hall-Toledo Inc, Toledo, Ohio. Machinery, NY 
Vol 66 (8) pp 224, 226 (Apr) 

1 illustr. A 


1960 
AzChe Prs 


Miniature precision mounted grinding wheels 

Norton Co, Worcester, Mass. Grinding & Finishing 1960 

Vol 6 (5) p 72 (May) 
These wheels, as small as 0.036 in. in diameter and as 
thin as 0.016 in., are for use in miniature precision 
bearing manufacture. Additional applications have 
been found in the tool and die industry, specifically on 
jig grinders. The wheels must rotate at extremely high 
speeds because of their small diameters. Typical 
specifications are given. 1 illustr. 
See also Industr Diam Abstr 1960 Vol 17 p A107 
(Apr). L Alz Che Pr:Pez 


New combination finishing machine 
Rockwell Manufacturing Co, Delta Power Tool Div, 
Pittsburgh, Pa. Grinding & Finishing 1960 Vol 6 (5) pp 
84-85 (May) 
The Delta Combination Finishing Machine is a new 
belt and disk finishing machine claimed to be capable 
of performing 90° of all shop finishing operations 
efficiently and economically. It is ideal for use in wood 
and metal pattern shops and all types of industrial 
maintenance shops. 1 illustr. 
L Chm Pr 


French vertical boring and turning mill equipped with 
grinding head on cross rail 

Berthiez, 5 rue Montalivet, Paris 8. Amer Mach 

Vol 104 (9) p 144 (May 2) 

The Berthiez type BM-125 special vertical boring and 
turning mill, is basically a standard type BM-125 mill 
to which a grinding head has been added on the cross- 
rail, making the machine suitable for both turning and 
grinding operations. Specifications are given. 1 illustr. 

Cff Pr:Ceqb Psc/Cff Pr:Che Psc 


1960 


Diamond pins 
Titan Tool Supply Co Inc, Buffalo 16, NY. Mach Tool 
Blue Bk 1960 Vol 55 (5) pp 238-239 (May) 

The manufacturer claims that diamond grains are 
permanently bonded to the hardened tool steel, shafts 
by an exclusive ‘Chrome-Lok’ process. The pins are 
said never to need dressing as in the case of solid 
grinding pins. Breakage is no problem since diamond 
grit covers only the surface of the tool steel pin shaft. 
The pins are available in cylindrical shapes from as 
small as 0.0020 in. diameter to 0.250 in. and in grit 
sizes 200/240 and 80/100. 1 illustr. 

See also Industr Diam Abstr 1960 Vol 17 p A152 
(June). D Che Nqj 


Industr Diam Abstr August 1960 Vol 17 
Production cylindrical grinder. Produktions-Rundschleif- 
maschine 
Fritz Studer 
Industriekurier 
German) 

A new semi-automatic machine for the exterior 
cylindrical grinding of workpieces of up to 20 mm in 
diameter and 250 mm in length has been developed. 
K Chel.Pr 


Honing and superfinishing. Le hénage et la superfinition 

A. Dessart. L’Usine Belge 1960 Vol 37 (1674) pp 6-10 

(Mar 19) (In French) 
The process of honing is described, its most suitable 
applications indicated, and remarks made concerning 
possible results and types of machine suitable for the 
process. Superfinishing is examined as performed in 
the ‘Supfina” workshops of Remscheid in Germany, 
represented by Ets Paul Raick, SA, in Belgium, where 
two methods are used: the first where an abrasive is 
chosen which will remove only protruding particles of 
the workpiece surface and once they are removed will 
cease to abrade; the second where an abrasive is 
chosen which will continually abrade, sharpening itself 
as it proceeds. The first is most suitable for internal, 
plunge grinding, the second for workpieces over which 
the tool must advance. By the second method a matt 


AG, Glockenthal/Thun, 
1960 Vol 


Switzerland. 
13 (87) p 309 (June 8) (In 


surface is obtained, so that a final very fine finishing 
process is required, for which a special bakelized wheel 
containing a graphite abrasive will be used. Methods 
of remedying disadvantageous superfinishing conditions 
and the standards expected of the process are discussed. 
Machines types SM 10, SM 80, SE 30 and SE 40 are 
described. 10 illustr. 
A 


Chh.21/Chs.21 


Grinding and cutting wheels. Schleif- und Trennscheiben 
Anon. /Industr Anzeig 1960 Vol 82 (43) p 7 (May 27) (In 
German) 

Discusses a variety of grinding and cutting wheels 
produced by different manufacturers for use with the 
high speed angle grinders developed a few years ago. 
Wheels for cutting metal, as well as for natural and 
artificial stones, are described. 

Pe.2] 


Tool grinder equipved with opt'cal profile device. 
Werkzeugschleifmaschine mit optischer Profilschleif- 
einrichtung 

Gebr Loewe Werkzeugmaschinen, Duesseldorf-Lohausen. 

TZ prakt Metallbearb 1960 Vol 54 (4) p 198 (Apr) (In 

German) 

Describes a universal grinding machine which enables 
the grinding of gang cutters, end-milling cvtters of up 
to 400 mm in diameter, and shank end mills of up to 
500 mm total length. An ootical vrofile device is also 
available. The desired profile is drawn on transparent 
paper and fixed so that the operator can see the 
grinding wheel, workpiece and profile line. He then 
controls the cross-feed and the application of the 
grinding wheel, comparing the workpiece with the 


profile drawn. 1 illustr. 
K Al Che Pr:Chch Psc 


Safety devices on an Italian-made surfsce gr'nder. 
Dispositivi di sicurezza in una rettificatrice per piani 

di costruzione italiana 
Anon. Macchine 1960 Vol 15 (4) p 403 (Apr) (In Ttalian) 
M Chem Pr.3225 
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Spiral drill grinding apparatus. Spiralbohrer-Schleif- The fixing of the vibrating systems in the heads of ultra- 
vorrichtung sonic machines 

\non. Aluminium 1960 Vol 36 (3) p 171 (Mar) (In V. Veroman. Machines & Tooling 1960 Vol 31 (2) pp 

ierman) 15-17 (Feb) ; abstr New Scientist 1960 Vol 7 (187) p 1539 
The apparatus is made of pressure-cast aluminium. (June 16) 
A free cutting angle between 8 and 14° may be A method of fixing the vibrating systems of ultrasonic 
obtained, depending on the diameter of the drill. The cutting machines enables such machines to operate over 
clamp can be adjusted to hold a workpiece between 3 a wide range of frequencies with practically no energy 
and 19 mm long. Once the angles have been adjusted, losses: improvements to this, and to another such 
and the workpiece fixed, the grinding wheel is brought method, are expected to lead to higher precision in 
to bear on the workpiece, which is moved back and various types of ultrasonic machining operations. The 
forth and advanced towards the wheel until the correct principle of construction of one of the devices is 
amount of stock is removéd. The workpiece is then explained and the second is briefly described. 5 illustr, 
re-set so that the other lip can be ground. 3 ref. Cegqr Pr On 
A Albz Che Psc 

Putting vibration to work 

D. J. Fishlock. New Scientist 1960 Vol 7 (187) pp 

1548-1550 (June 16) 
The principles of operation of ultrasonic drills and 
cutters are explained, among other topics. 4 illustr 


MACHINING DEVELOPMENTS D Ceqr Pd 


Hot metal machines easily meng ; gn ne meee | beams. Material- 
on. New Scientist 1960 Vol 7 (189) p 1644 (June 30) ey See See aeons 
Excellent finishes are said to have he produced on K. H. Steigerwald (Carl Zeiss). Umschau 1960 Vol 60 (7) 
steel articles by machining them while the surface of pp 209-210 (Apr 1) (In German) 
the metal is kept in a semi-plastic condition. The See Industr Diam Abstr 1960 Vol a! p All0 (Apr). 
prea, geo by Chinese pa m8 ana 4 illustr. Ceqm 
turret lathe, and has been named ‘electric-heatin n . 
machining’. During the operation, one of two cutting Collected works of the scientific and technical conference 
tools is placed immediately underneath the other: the on questions of the application of ultrasonics 
first cuts while the second smooths the heated surface. Anon. Sowjet Buchneuerscheinungen, Vorankuendigungs- 
Simultaneously, heat from an electric current passes  dienst 1960 (14) p 19 (Original in Russian) 
through the cutting tool tip and the upper surface of Book, Isd-wo AN USSR. 208 pp. Price DM 4.75. 
the workpiece. The tools are probably cooled with a {Not in library of Industrial Diamond Information 
carbon-dioxide spray. Incidental advantages claimed Bureau]. K V wehb.231.541 
are that the cutting force can be reduced by up to 25% ‘ 
while the degree and depth of hardness is increased, What ultrasonic machining can do for you 
and that the machining allowance may be cut by 30 C. J. Vlahos. Mill Fact 1960 pp 118-120 (Feb); PERA 
per cent. fdCeqVb Bull 1960 Vol 13 (5) p 123 (May) 
How to machine titanium parts _Describes equipment, types of abrasives and machin- 
Mpsron New Scientist 1960 Vol 7 (187) p 1540 (June 16) ing sates. x Ceqr.21 
Russian researchers recommend that titanium alloys 
should be machined under conditions which prevent the 
possibility of the cut surfaces being impregnated with 
atmospheric gases, eg by machining in an_ inert 
atmosphere or vacuum. Intensive cooling of the cutting 
zone with liquid carbon dioxide is also proposed. 
These recommendations are aimed at ensuring uniform 
fatigue strength = —— subjected = gee na PRODUCTION, GRADING & RECOVERY 
loads, as the surface layer becomes more brittle when 
machined under atmoepneric — Buffing is _~ OF ABRASIVE PARTICLES 
recommended as a compulsory finishing operation for . P 
thin-walled components somalia high fatigue strength. Grtanulometry and _ international standardization. 
Grinding should be used as a final machining process Granulometrie und internationale Normung 
only when titanium alloy parts are to function under _ E. J. Ivers. DIN-Mitteilungen 1960 Vol 39 (5) pp 217-221 
conditions which will tolerate a higher degree of | (May 5) (In German) 
hardening. Turning is preferred to milling because it Granulometry is defined as measurement of minute 
causes less work-hardening. particles and therefore is important in the field of 
D Bfxn Ceq grinding materials. Methods of measuring are given, 
and the stages reached in standardization in different 
The electrolytic preparation of metals for metallographic countries are described. 1 table. 
research. Die elektrolytische Vorbehandlung von A Rd Vef 
Metallen fuer metallographische Untersuchungen 
_ Raemmele. Industrieblatt 1960 Vol 60 (3) pp 144-148 Particle size determination by sieve analysis. Kerngroes- 
Mar) (In German) senbestimmung durch Siebanalyse 
Describes the electrolytic polishing and etching of G.Schramm. Technik, Berl 1960 Vol 15 (2) pp 8-82 (Feb) 
metals for microscopic research, using a special (In German) 
instrument which allows the polishing and etching Discussion of test sieving, its limits, sieve machines, 
process itself to be observed microscopically. methods, principles involved, standardization of sieve 
Numerous advantages over mechanical polishing meshes, factors influencing results, possible errors, and 
methods are claimed. 30 illustr. evaluation of results by graphic methods. 2 illustr, 
K Bfa Chmk 14 ref. A Pq Vef 
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Relationship between particle size and 
concentration 
A. J. Robinson. Bull Instn Min Metall, Lond 1960 (639) : 
Trans 1959-60 Vol 69 (5) pp 248-259 (Feb) 
Discussion of paper published in Nov, 1959. 
The object of the investigation was to discover 
whether it is possible to determine flotation recovery 
from a knowledge of particle size and collector 
concentration. 3 illustr, 7 ref. A Vef 


collector 


Grain size analysis using the light slot microscope. 
Korngroessenanalyse unter Verwendung des Spalt- 
ultramikroskops 

J. Olaf. Staub 1960 Vol 20 (6) pp 180-183 (June 1) (In 

German) 

This method has been used in measuring the particle 
size and concentration of mine dust from coal mines. 
The smallest particle size measurable theoretically and 
practically is about 0.2 micron. 5 illustr, 16 ref, 
2 tables. K V ef 


Testing the toughness of grinding particles. Beitrag zur 
Zaehigkeitspruefung von Schleifkoerpern 

J. Peklenik. Industr Anzeig 1960 Vol 82 (46) pp 712-714 

(June 7) (In German) 

The toughness of various types of abrasive particle is 
examined by means of a special apparatus. The 
materials tested were corundum and silicon carbide. 
Measurements were calculated from the force required 
at a constant speed to break the grain. The resvlts and 
some conclusions are given and analysed in the form of 
a new toughness classification system. 8 illustr, 10 ref, 
1 table. j Rd Unl 


Rules concerning the structure of grinding wheels as chip 
producing tools. Ueber e‘nige Gesetzmaessigkeiten 
des Aufbaues von Schleifkoerpern als Zerspanungs- 
werkzeuge 

J. Peklenik. Industr Anzeig 1960 Vol 82 (46) pp 705-711 

(June 7) (In German) 

The characteristics of grinding wheels are examined 
with regard to measurement and shape of particles and 
bond forms. The exact measurement of the grain sizes 
was demanded. From the known quantitative data on 
the proportions of abrasive particle and bond in 
grinding wheels, the volumetric formulae of the 
grinding wheel is made up. The values for bord bridge 
lengths and cross cuts are calculated. The limit of 
possible combinations in the production of grinding 
wheels is defined. 14 illustr, 12 ref, 2 tables. 

A Pe Rd Uu.21 


The cutting mechanism of fine-grain abrasive stone 
T. Sasaki, K. Okamura. Kvoto University, Memoirs of 
the Faculty of Eneineering 1959 Vol 21 Pt 4 pp 367-392 
(Oct); Battelle Tech Rev—Ahbstr 1960 Vol 9 (5) p 305a 
(Mav) (No 5907) 
The contact mechanism between the stone and the 
work surface was investigated theoretically in order to 
determine the number of cutting points. The number 
of cutting points is obtained as a function of the 
roughness of the stone surface, pressure on the stone 
and hardness of the work material. 
Rd Uqg 
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TOOL PRODUCTION 


Diamond grinding wheels with ceramic bond. Diamant- 
schleifscheiben mit keramischer Bindung 

Ezkenazi Werkzeuge AG, Geneva, Switzerland. Techn 

Nachrichten 1960 (S) p 3 (Apr) (In German) 

The new bond is a specially manufactured glass, which 
has a good resistance to pressure, heat and wear. For 
hand grinding and chip breakers the (V1) bond is 
recommended, Type I wheel for the hand grinding and 
Type 51 for chip breakers. Ceramic bonded wheels can 
only be used for machine grinding where a good 
coolant system is available. For horizontal grinding, 
ceramic bonded wheels are suitable for machining 
carbide and steel, and for working at high speeds. Best 
results are obtained with larger grain sizes. Normal 
water coolants are used, provided they are not alkaline. 
A Nv Urf 


Tools, cutting materials and clamps. 
Schneidwerkstoffe und Spannzeuge 
VVB Werkzeuge, Vorrichtungen und Holzbearbeitungs- 
maschinen Gera. Technik, Berl 1960 Vol 15 (3) pp 

145-148 (Mar) (In German) 
Machine tools described include a revolving thread 
cutting tool with sintered carbide inserts. Cutting 
materials discussed are sintered carbides, type HS 25 
being compared to type HS 20, and ceramics. 6 illustr. 
A P. 


Werkzeuge, 


The use of sintered carbide on lathes. Die Anwendung 
von Hartmetall auf Drehautomaten 

K. Voss. Mschr Feinmech Optik 1960 Vol 77 (1) pp 7-8 

(Jan) (In German) 

A brief examination of different types of sintered 
carbide available and their advantages and dis- 
advantages. 2 illustr. 

A Ceqb Pr:Pdc 


The preparation of small cutting tools. 
kleiner Drehstaehle 
O. Boeckle. Dtsch UhrmZts 1960 Vol 64 (5) pp 211-212 
(May) (In German) 
Instructions are given for watch-makers’ tools of 
round steel with a diameter of 3 millimetres. 2 illustr. 
A z Ceq Pd 


Anfertigung 


Oxide cutting tools ic 


E. Kibbitt. Carbide Engng 1960 Vol 12 (5) pp 20-21, 
24-25 (May) 

It is claimed that aluminium oxide can machine faster 
than other tool materials, while giving better work 
finishes and reduced grinding costs through saving in 
direct labour and wheel costs. Details are given of 
working conditions. D Pd Rj 


Grinding annular screw thread circular grinding machines 
D. Z. Krasnopol’skii. Library of Congress Mthly Index 
Russ Access 1960 Vol 13 (i) p 18 (Apr) (Original in 
Russian) 
Book, Informatsionno tekhnicheskii 
Mekhanicheskaia obrabotka metallov, Leningrad. 
8 pp. 
{Not in library of Industrial Diamond Information 
Bureau]. D Chep Pr.33.52 


listok No 99, 
1958, 


Tungsten carbide 

A. S. Hester. Industr Engng Chemistry 1960 pp 94-100 

(Feb); PERA Bull 1960 Vol 13 (5) p 123 (May) 
Describes the manufacture of tungsten carbide tools 
by a South African company. 
Py Pdc Qc.361 





\ugust 1960 Vol 17 Industr Diam Abstr [= 
Ceramic oxide cutting tools. Oxydkeramische Schneid- 
werkzeuge 
Klingler. TZ prakt Metallbearb 1960 Vol 54 (4) pp 
53-160 (Apr) (In German) 
Cutting qualities and properties of ceramic oxide 
cutting tools are given and the most important physical 
values compared with those of HSS and sintered 
carbide. The article also discusses certain principles to 
be observed in order to obtain economical results. 
24 illustr, 5 ref, 6 tables. K Pdd 


Pre-honed ’ cutting edges stretch tool life 
i. J. Siekmann. Machinery, NY 1960 Vol 66 (8) pp 
59-162 (Apr) 

A production method of pre-honing the cutting edges 
of sintered carbide and oxide tools is described, and its 
advantages are pointed out. 6 illustr. 

A Pde Uqb.21 


furning and milling operations on diamond tool shanks 
. M. Van Moppes & Sons (Diamond Tools) Ltd, 
Basingstoke, Hants. Machinery, Lond 1960 Vol 96 (2481) 
pp 1247-1248 (June 1) 

A dual-purpose Fortis machine is used for turning and 
mill.ng surfaces on chisel-ended diamond tools fitted to 
Diaform equipment for truing formed. grinding wheels. 
Operation of the machine is explained. 2 illustr. 

D Ab Cgh Nj Psf 





POWDER METALLURGY 


Current status of cemented [sintered] carbide technology 
W. O. Woods. US Office of Technical Services, 
PB 151302, 1958, 37 pp (June); Battelle Tech Rev 
{bstr 1960 Vol 9 (5) p 309a (May) (No 5967) 
Gives current status, including fabrication, properties 
and utilization, in order to provide a basis for the 
selection and classification of these materials. 
‘ Rh 


Ki ool holders with damping properties for use with the 

newer cutting materias 

H. Frommelt. Machinery, 

108-1111 (May 18) 
Describes briefly the results of work carried out over 
the past five years with a copper-impregnated iron 
powder material for shanks, bars and bodies. 7 illustr. 
D 


Lond 1960 Vol 96 (2479) pp 


MISCELLANEOUS 


Contribution to the scientific study of machine tool 
productivity. Contribution 4 l'étude scientifique de 
la productivité des machines-outils 

\. Grandadam. Machine-Outil Francaise 

155) pp 71, 73, 75, 77, 79, 81 (In French) 
6 illustr. (To be cont). A 


1960 Vol 25 


Pr.21 


‘ome Japanese machine tools shown at the 1960 Osaka 
International Trade Fair 
E. Green. Machinery, Lond 1960 Vol 96 (2481) pp 
212-1219, 1225 (June 1) 


10 illustr. D Pr.27.373 
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Introduction to infra-red spectroscopy. 
die Uitrarot-spektroscopie 
W. Bruegel. Schweiz Arch angew Wiss 1960 Vol 26 (5) 
pp 211-212 (May) (In German) 
Book, Verlag Dr. Dietrich Steinkopff, Darmstadt. 
1957, 2nd ed, 404 pp. Price DM 52.--. 
{Not in library of Industrial Diamond Information 
Bureau]. K Ukcb.52 


Einfuehrung in 


Flexibility of machine tools in individual, group, and 
mass-product.on—possibilities and limits. Flexi- 
bilitaet von Werkzeugmaschinen bei Einzel, Re:hen- 
und Massenfertigung—Moeglichkeiten und Grenzen 

F. W. Simonis. Z Ver Dtsch Ing 1960 Vol 102 (14) pp 

565-574 (May 11) (In German) 

29 illustr, 14 ref. A Pr.142 

Machine construction in the CSR. 
der CSR 

Anon. Technik, Berl 1960 Vol 15 (5) pp 340-343 (May) 

(In German) 

Data are given concerning the measurements and 
work conditions of drilling, grinding and _ milling 
machines, lathes, test instruments, induction hardness 
equipment and honing machines. The distribution of 
production centres for various types of machine 
throughout the Communist countries is analyzed. 
5 illustr. A Pr Qb.326 


Der Maschinenbau in 


Surface finish indications—ordering of surface roughness 
depth according to functions. Oberflaechenzeichen 
—Rauhtiefenzuordnung zu den Funktionen 


R. Kretschmer. DIN-Mitteilungen 1960 Vol 39 (4) pp 


157-159 (Apr 15) (In German) 


As no adequate standard has been produced yet, a 
suggestion is put forward for one. 3 ref. 
A 


Unf.255 


New surface qualifications. 
zeichnungen 
H. Schmidt. DIN-Mitteilungen 
109-111 (Mar) (In German) 
Discussion of existing and suggested standards. 2 ref. 
Unf.255 


Neue Oberflaechenkenn- 


1960 Vol 39 (3) pp 


Mineral dressing 

F. B. Mitchell. Min J, Annual Review 1960 Vol 254 pp 

135, 137, 139, 141, 143, 145, 147, 149, 151 (May) 
Developments during the year are discussed under 
various headings and using particular machines as 
examples. 6 illustr, 27 ref. 
D Bc Cdz 


Film on growth and progress of abrasive industry 
Norton Co, Worcester, Mass. Mach Tool Blue Bk 1960 
Vol 55 (5) p 198 (May) 

A film designed for non-technical audiences but of 
particular interest to those interested in abrasives has 
been released as part of Norton Co’s 75th anniversary. 
D Rd.25.58:.342 


* Klingspor’ pioneer of _ Progress in the manufacture of 
abrasive products. ‘ Klingspor’ pionnier du progrés 
dans la fabrication des produits abrasifs 

Ets Alois Lamm, 164 Jan van Ryswycklaan, Antwerp. 

L’Usine Belge 1960 Vol 37 (1675) pp 11-12 (May 26) (in 

French) 

Brief history of the firm, founded in 1893, and 
description of various types of grinding wheel, cloths 
and a paper for abrading, and machines for grinding 
and polishing produced by the firm. 

A Pe Qc 
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PUBLICATIONS RECEIVED 


BOOK REVIEWS 


Diamond mining in the desert 

The Consolidated Mines of South-West Africa, Limited. 

20 pp, illustr. Gratis 
Diamonds were first discovered in the territory in 
1908, were worked by German-controlled companies 
till 1920, and then bought by a group which formed the 
present C.D.M. The diamond-bearing gravels further 
south, near the Orange River, were discovered later, in 
1925, and submarine deposits in 1928. Of the present 
production the greater part consists of gemstones. 
The mining of diamonds can be divided into four 
stages: prospecting, removal of sand and secondary 
overburden, excavation and tramming of diamondi- 
ferous gravels, and field screening and preliminary 
treatment of deposits. The first stage of the modern 
diamond recovery process consists of a sink and float 
section, at the end of which the heavy, diamond- 
bearing media are sunk and divided into four sizes. 
The separation of the fine grades is by means of a high- 
voltage electrostatic separation plant, and the resulting 
concentrates are sorted by hand. The coarser grades 
are passed through conditioning drums, where suitable 
reagents are added, and then over moving grease belts, 
to which the diamonds adhere. In the sort house, the 
diamond are cleaned and then sorted to sizes and types. 
Oranjemund is the C.D.M’s mining headquarters and 
residential centre, the third largest town in S.W. Africa. 
African employees live in modern and well-equipped 
compounds, with social and medical services provided 
free. A Eb Hd.362.52 


rinding carbide turning tools—a comparative study of 
methods 
PERA Report No 49, 1957, 14 pp, illustr (Feb). 
Production Engineering Research Association of Great 
Britain, Melton Mowbray, Leics. 

The object of the work was to determine, when 
turning alloy steel, the effect on the performance of 
carbide tools ground with different types of silicon 
carbide wheel, electro-spark erosion, a 120 grit metal 
bonded diamond wheel, and a combination of silicon 
carbide wheel for rough grinding and diamond wheel 
for finish grinding. The rate of removal of sintered 
carbide when grinding tools by different methods was 
also to be determined. Equipment and methods of 
tests are described exactly and precise details of results 
given. It was concluded that no marked differences in 
tool life occur for various methods of grinding. The 
rate of removal of sintered carbide was greatest when 
tools were ground on a 120 grit metal bonded diamond 
wheel. A silicon carbide wheel dressed with a star 
wheel dresser gave faster carbide removal rates than 
the diamond dressed wheel. The grinding rate of the 
silicon carbide wheel decreased rapidly after the initial 
dressing. It is recommended that a metal bonded 
diamond wheel be used to grind carbide tools. 

A Al Bkc Che Nv Urc.526 


Graphite technology 

S. W. Bradstreet. WADC Technical Rep 58-503, ASTIA 

Document No 208324 US Dept of Commerce, O,fice of 

— Services, PB 151682. 1959, 66 pp, illustr. Price 
The purpose of the investigation was to correlate the 
properties of small multi-crystalline graphite specimens 
with the factors believed to influence them, and to 
assess the probability that graphite can conform to 
engineering specifications. It was found that this is 
so. 11 illustr, 168 refs, 14 tables. 
A Bhb.21,52 


Crystal oscillators. Kristalloszillatoren 
E. Dachtler. Berliner Union, Stuttgart. 1959, Elektron- 
ische Reihe 2, 68 pp, illustr. (In German) 

Translation of an original American work covering 
the fundamental theories of oscillators, the crystallo- 
graphic knowledge required in their production, and 
difierent types ot oscillator for various purposes. The 
orientation of quartz crystals and the best type of cut 
are discussed. Each chapter is followed by a set of 
questions for revision to enable the student to learn as 
he reads, and there is an index of technical terms for 
reference. The text is clear, orderly and well-illustrated. 
A Bd Tm.21.52 


Die-sinking and engraving machines 
H. C. Town. Machinery’s Yellow Back Series No 45, The 
Machinery Publishing Co Ltd, Brighton 1. 
illustr. Price 5s 
Die-sinking and engraving machines, electrical and 
electronic control of die-sinking, hydraulic control, and 
pantograph machines, are discussed. 
A 


1959, 70 pp, 


Cp Pr.57 


Optics in metrology 
P. Mollet. Pergamon Press, Oxford, London, New York, 
Paris. 1960, 436 pp, illustr, papers in English, French and 
German. Price £6 
The book is a collection of the papers presented at 
the Brussels Colloquium of the International Com- 
mission for Optics, in which more than 200 special.sts 
representing 17 countries took part. Of special interest 
is the fourth session, which deals with the examination 
of surface quality. The collection helps to illustrate 
the utility of optical metrology in the most diverse 
fields of science and industry. 
K V wefz.52 


Premier Diamoad Mine 
Premier (Transvaal) Diamond Mining Company Ltd, 
Cullinan, Transvaal, South Africa. 22 pp, 9 x 94 in., 
illustr 
An historical review of the formation and develop- 
ment of the Premier (Transvaal) Mining Co Ltd, with 
a description of present-day mining methods at the 
Premier Mine. Diagrams and photographs illustrate 
the various activities. D Hd.361.526 





IDR REPRINT SERVICE 

The following reprints are now available from Industrial Diamond Information Bureau, 
2 Charterhouse Street, London EC 1, at a charge of Is each, post free : 
C 99—Diamond. Part 1, by S. Tolansky (Contemporary Physics 1959). 
C 100—Diamond. Part 2, by S. Tolansky (Contemporary Physics 1960). 
I 254—Test blocks for indentation hardness testing, by J. G. Wood (IDR 1959). 
| 255—The practical realization of the HV and HR scales, by R. S. Marriner (IDR 1959). 
I 256—A film for recording the reactions in the diamond wheel structure, by K. E. Schwartz 


(IDR 1959). 


| 257—The grinding technique and its importance for the proper use of carbides in the wood- 
working industry, by T. Englesson (IDR 1959). 
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TRADE LITERATURE 


Centreless grinding machines 

( hurenill Machine Tool Co Ltd, Broadheath, Manchester. 
+ pp, 54 x 10% in., illustr 
Characteristics of Churchill centreless grinding 
machines are described and special reference 1s made 
to the latest model. The body of the new machine is 
heavier than previously, the grinding wheel and control 
wheel spindles are made of Nitralioy steel, and both 
wheels have individual truing devices. Profiie and 
taper truing devices are available as extras. Various 
fixtures which will adapt the machines to additional 
functions, eg for bar grinding, are also available. 
Diagrams show the general arrangement of Churcnill 
centreless grinders and the catalogue is well illustrated 
with photographs. D Chee Pr.57 


Industr Diam Abstr 


fechnica — 1500 optical instrument for 
interiors. Instrument optique A 
intérieures Technica—1500 
fechnica SA, Grenchen, Switzerland. 4 pp, 84 x 11} in., 
lustr. (In French) 
Excellent results both in controlled practical tests and 
in laboratory experiments are claimed for this instru- 
ment, which is said to have numerous advantages 
including direct reading with no calculation, independ- 
ence of human fall.bility, and the dual contact system 
permitting precise measurement of bore holes. Vegree 
of accuracy is +0.001 with 7-20 mm instruments and 
+0.0015 with 20-150 mm instruments. Other instru- 
ments produced are briefly surveyed. 


measuring 
mesu-er les 


W bbl.57 


Shaw’s diamond wheels 

4. Shaw & Son (Diamonds) Ltd, Waterloo Rd, London 

NW 2. Loose-leaf folder, 8} x 114 in., illustr 
A clear and well-illustrated catalogue of the firm’s 
wide range of diamond wheels for use in the optical, 
glass and engineering industries. In addition to grinding 
wheels of all kinds for machining carbides and glass, it 
includes hollow drills for glass and stone and 6 in. 
diameter stone rubbers. An introductory section gives 
information on the different kinds of bonds used, and 
suggestions as to grinding speeds, depth of cut, and 
lubrication and coolant supplies. 
K Nv.57 


Revised price list for the BTL catalogue of general 
apparatus, general instruments, medical and 
industrial sciences 

Baird & Tatlock (London) Ltd, Chadwell Heath, Essex. 

8 pp, 84 11 in., illustr 
Several of the firm’s range of instruments and 

machines, including the BTL sedimentation apparatus, 
are illustrated. V gh W.57 


BSA stock list April 1960 
SA Tools Ltd, Burton Griffiths & Co Ltd, Small Tools 
iv, Montgomery St, Birmingham 11. 12 pp, 84 x 114 


"Gives details of various types of drills and also of 
Tru-Lok chucks and cutters. D P57 


lacklin disc grinding wheels 
lacklin Co, Jackson, Mich. 4 pp, 84 x 11 in., illustr 
Disk grinding wheels are available in a complete 
range of sizes, types and multiple gradings: they are 
claimed to be exactly matched, uniform throughout, to 
require less dressing, while giving greater stock removal 
and longer wheel life. Various types are illustrated and 
examples of performance cited. 
D Pez.57 


TRADE LITERATURE A201 


Hydromatic truing carriage ST 57-120. Chariot hydro- 
mat.que de iectification ST 5/-120 

Maurice Scemama, Route de Soleure 141, Bienne, 

Switzeriand. 4 pp, 84 x 11} in., illustr. (In French) 
The carriage can be mounted on any machine with a 
minimum height of 100 mm, and is suitable for use in 
both serial and individual production. The wheel- 
bearing table moves from 3 to 110 mm and the table 
speed is adjustable from 0 to 15 m/minute. Work 
capacities are: internal grinding diameter of 0.5 to 
25 mm in serial production and 25 to 150 mm in 
individual production ; external grinding diameter of 
0.1 to 20 mm in serial and 20 to 100 in individual 
production ; conical, internal and external grinding up 
to 90°. Accuracy is to 0.002 mm on 110 millimeter. 
A diamond holder can be supplied to be fixed on the 
carriage or the bench. A smaller machine for truing, 
type ST-59-110, is also shown. 
A Psfb.57 


SIS Swiss coated abrasives 
SIA Schweizer Schmirgel- 
Frauenfeld/Schweiz. 6 pp, 8? 
French & German) 
Grinding and polishing disks for use in the metal, 
wood, shoe, watch and precision mechanics industries, 
in a variety of shapes and sizes are described. 
A Rdg.323.57 


und Schleif-Industrie AG, 
x 113, illustr. (In English, 


A selection of new machine tools 
Stedall Machine Tool Company, 192-204 Pentonville Rd, 
London N 1. 27 pp, 64 x 8} in., illustr 
Price list of drilling, engraving, filing and sawing, and 
grinding machines, various boring machines and iathes, 
amongst other types of machinery. Some machines are 
photographed. A r.57 


HWZ [collected catalogues] 
Henri Weber, Zurich, Talstr 58, Switzerland. 
and German) 

A well laid out and illustrated display of diamond 
tools and industrial diamonds. The scope covered is 
comprehensive and includes truing and drilling 
diamonds, diamond sawing disks, grinding wheels and 
paste. As well as specifications, some useful advice on 
how to select and use the products is given. 

E N.323.57 


(In English 


Price list. Preisliste 

Perles Elektrowerkzeuge & Motoren AG, Pieterlen/Biel, 

Switzerland. 4 pp, 8} x 11} in., illustr. (In German) 
Cut-off, roughing, domed, bakelite cup, and stone 
grinding, are among wheels specified. Silicon carbide is 
the hardest abrasive used, with ceramic or resin bond. 
A Pd.57/Pe.57 


*Reboma’ table drills and thread cutting machines. 
*Reboma’ Tischbohr- und Gewindeschneid- 
maschine 

ye Angst, Wattwil (St G), Switzerland. 

in., illustr. (In German) 

“Technical data for these machines are given. 
Ceqbd Pr.57/Cfb Pr.57 


1 p, 84 x 113 


Instruments of precision 

Precision Tool & Instrument Co Ltd, 353 Bensham Lane, 

Thornton Heath, Surrey. 8 pp, 54 x 84 in., illustr 
Brief summaries of the chief products for use in 
physical laboratories, including measuring microscopes 
and spectrometers. A wide range of engineers’ measur- 
ing equipment is available and instruments can be 
manufactured to special requirements. Leaflets con- 
cerned with additional apparatus are listed. ae 
D ie 
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Collected catalogues 

Mindrill Ltd, Preston N 18, Victoria, Australia 
Specification catalogues list sizes of AXT, EXT, and 
NX * Oriented Diamond’ set bits, and EXM, BXM and 
NXM ring set-type reamer sheils and ‘ Oriented 
Diamond’ set bits. Bulletin sheets describe ‘ Spiral Set ’ 
core bits, and Mintung 71 spiral set reamer shells-end 
set; ‘ oriented diamond’ set soft sampling bits for sub- 
soil investigations and triple tube core barrels; step- 
type ‘oriented diamond’ set core bits with multiple or 
single step and face discharge, and step-type * Oriented 
Diamond’ set tapered reamers ; bottom discharge core 
bits and reamer shells; and several diamond set core 


heads and drilling bits for oil drilling. 
A 


Nh.57 


* Rockwell’ 
Tukon microhardness 


Catalog RTS8— Rockwell’ hardness tester, 
superficial hardness tester, 
tester 

Wilson Mechanical Instrument Div, American Chain & 

Cable Co Inc, 230 Park Ave, New York 17, NY. 44 pp, 

54 x 7 in., illustr 

The principle of the Rockwell test is explained. It is 
not agreed that absolute hardness does not exist, but 
rather it is held that hardness must be recorded in 
difierent manifestations with due consideration for the 
way the test was made, including loads applied and 
penetrators used. The advantages of the Rockwell 
method include ease of operation and maintenance, 
and absence of friction. The principle of the Rockwell 
superficial test is also explained. A variety of machines 
and attachments is described. 
A W gh.57 


Lea abrasive finishing methods 

Lea Manufacturing Co, 16 Cherry Ave, Waterbury 20, 

Conn. Loose leaf, 1 p, 84 x 114 in. 
A wide variety of finishes may be obtained on 
aluminium and magnesium products and their alloys 
with Lea abrasives. A Rd.57 


Nichols automatic crystal slicing machine-Model 6-SA 
Special 

Nichols-Morris Corp, PO Box 430, White Plains, NY. 

1 p, 5+ x 11 in., illustr 
Automatic transverse feed of 6 in., adjustable in 
increments from 0.001 in. to 0.085 in., is synchronized 
with the automatic vertical movement of the table to 
produce a continuous slicing cycle. For dicing, this 

feed is inactivated and the movement switched to a 

single reciprocation. Diamond cutting disks are not 

provided with the machine, nor are holding fixtures or 
flood coolant unclosures, their choice being left to the 
individual requirements of users. 

A Bd Cej Nvc Prs.57 
The new ...no 5 plain grinding machine 
Browne & Sharpe Mfg Co, Providence 1, RI. 
84 x 11 in., illustr 

While retaining all the features of its predecessor, the 

new No 5 has additional advantages including a 

headstock driven entirely through the smooth-running 

Oriflex Drive, a footstock of unique design that ensures 

accurate alignment, carbide-tipped centres, cartridge- 

type precision spindles, et cetera. All are said to 
contribute to closer tolerance grinding and finer finish. 

E Che Pr.57 


18 pp, 


Boring, milling, drilling 
Lucas Machine Div, New Britain Machine Co, Cleveland 
8, Ohio. 30 pp, 11 x 8+ in., illustr 
The variety of applications of Lucas machines for 
boring, milling and dri!ling is demonstrated. Specifica- 
tions for different types of machine are given. 
A Ceqb Pr.57/Cfd Pr.57/Che Pr.57 


Industr Diam Abstr 


* The Miller that uses its head ’ 

W. H. Nichols Co, Waltham 54, Mass. 6 pp, 84 x 11 in., 

illustr 

The machine is for second operation milling, boring 

and facing in high speed semi-automatic production. 
Spindle run-out is held within 0.00015 in., the parallel 
and right-angle movements are adjustable to within 
tenths, and speed ranges are up to 5,000 rev/minute. A 
lever rack and pin.on transverse feed attachment 
converts the standard machine to a production model. 
Extra attachments and a tool room miller with extra 
capacity, 8 in. by 30 in., 
A 
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table are also available. 
Pr Psc.57 


Catalog 595 [Diamond grinding wheels] 

Sample Marshall Labs, Inc, Lyndhurst, NJ. 12 pp, 

84 x 11 in., illustr 
The company’s wide range of diamond products are 
illustrated, described, and specified, while a loose-leaf 
price list is included. Among the tools is the smallest 
diamond drill available tor close tolerance hole 
production. Designed for use in pressure sensitive drill 
press or other accurate equipment, one tool can drill 
quartz, glass, ceramics or any dense material of equal 
hardness. Another interesting product is diamond 
plated foil, thin enough to allow shearirg or snapping 
after scoring : the soft backing allows compress.on 
onto oddly shaped metal or other surfaces. By stocking 
this sheet material in several grit sizes, it is said that a 
toolmaker can fabricate certain tools as the need arises. 
Other products include various types of diamond 
wheels and files, a reamer countersink, and mounted 
diamond routers. D 


Electro-micro-dynamometer. Electro-Microdynamométre 
SADAMEL, La Chaux-de-Fronds, Switzerland. 5 loose 
leaves, 84 x 11} in., illustr 
The measurement of small torques demands an 
apparatus of high precision and extensive measuring 
range, such as this instrument. The measuring dial is 
very small and has an optical system for increasing 
precision. Photographic recordings may be made. The 
measuring head is removable and reversible. 
W gd.57 


Hilger recording X-ray diffractometer and fluorescence 
spectrometer 
Hilger & Watts Ltd, Camden Rd, London NW lI. 
8 x 104 in., illustr 
The instrument, designed for qualitative and 
quantitative analysis by powder diffraction methods 
and fluorescence spectroscopy, is easily converted from 
a diffractometer to a spectrometer. 
A Wcez.57 


16 pp, 


Bidurit types of sintered carbide. Bidurit Hartmetall- 
Sorten 

Vereinigte Drahtwerke AG, Biel, 

84 x 11} in., illustr. (In German) 
Four groups of sintered carbide for different machin- 
ing purposes are specified. Turning, milling and drilling 
of steel and cast iron are among the possible applica- 
tions of the first two groups. The others are suitable 
for machining synthetic, cast iron and resin products 
and wear parts. A Bkc.57 


Switzerland. 6 pp, 


Longer tool life with WWM tools. Hoehere Standzeiten 
durch WWM Werkzeuge 
Herbert Wirz Werkzeuge, Menziken, Aargau, Switzerland. 
4 pp, 63 x 84 in., illustr. (In German) 
Milling pins, tool holders of different types and control 
pins are among items specified 
A Pd Uqe.57 
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nega 1 optical jig borer 

cieta_ Industria Macchine Accessori, Vignale, Novara, 
ly. British Rep: Elgar Machine Tool Co Ltd, 172-178 
ctoria Rd, Acton, London W3. 6 pp, 8} x I14 in., 
istr 

This newly developed optical jig borer is said to be 
ipable of the closest tolerances and the greatest ease 
of handling. The table surface is 24 x 16 in., the table 


novements 20 x 12 in., optical system reading 0.0001 
n., and accuracy on movements 0.0002 inch. Included 
n the special equipment are jig grinders suitable for 
machining hardened components. 


Alz Cfd Pr.57 


va Turbo-Head pvneumatic high-sveed Grinding Spindle 
vsunda Verkstaeder AB, Stockholm-Bromma, Sweden. 
pp, 84 113 in. illustr 

Type A is supplied with a cylindrical sleeve for 
mounting in a holder. Standard diameters are 60 and 
70 mm, standard length 200 millimetres. Type B is 
supplied in a special holder with a spindle centre height 
of 3 in. (76.2 mm) and height adjustable within +05 
mi'limetres. Collets and quills are supplied, the quill 
diameters ranging from 5 to 9 mm, and length from 12 
to 49, while the collets are for 3, 4, 4.5 mm, + in. and 
3/16 in. shaft diameters. 

{ Che Pr Psl.57 


new twist in internal grinding : U-55 

vsunda Verstader AB, Stockholm-Bromma, 
pp, 84 114 in., illvstr 

The U-55 is designed for speed, accuracy, and 
superior surface finish. It features an automatic 
grinding cycle and two automatic sizing systems, ie 
gauge sizing and indirect sizing via the truing diamond. 
Truing is avtomatic and can be set to take place 
between roughing and finish grinding, or. if the 
diameter is to be finish ground in one sequence, when 
the table goes out to the rest posit‘on. For the grinding 
of svecial components the machine can be fitted with 
various adapting devices. It is also obtainable in a 
comnletely automatic version providing automatic 
loading. — E Chen Pr.57 


Sweden 


Pneumatic and hydraulic devices 

Geo H. Hughes Ltd, Birmingham. 

8 x 10 in., illustr 
A catalogue including a section on Air Hydraulic 
Feed Units. By combining the British Bellows Valve 
Cylinder Unit with a standard Hydrocheck, and 
irranging fc Kneat motion of the cylinder to be 
converted to rotary mouion by rack and pinion, a 
comprehensive range of Air Hydraulic Feed Units has 
been produced which are designed to fit onto the star 
wheel of hand-fed drilling, milling or similar machines, 
ind converting them to semi- or automatic operation. 
D Psc.57 


Loose leaf folder, 


‘apena Honing Division technical bulletin TB/6/59 
dclapena & Son Ltd, Tewkesbury Rd, Cheltenham. 4 pp, 
8 in., illustr 
I'lustrations show honing direct from sintered blanks 
with stock removal up to 0.040 in. on diameter, and 
1oning tungsten carbide heading and extruding dies. 
[he former operation is performed by a Delapena 
VHM/1 Vertical Honing Machine which has hydraulic 
ontrol and a mandrel range from { in. to 1 inch. 
Average cycle time is 1 hour. The second overation 1s 
yerformed with a combination of hydraul‘cally- 
xpanded diamond tools and carefully calculated 
pindle and reciprocating speeds, which are new 
levelopments. The honing diameter range on this 


antiien,4 1 in. to 4 inch. 
— shee Chh Pr.57 
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Cambridge scanning electron-probe X-ray microanalyser 
Cambridge Instrument Co Ltd, 13 Grosvenor Place, 
London SW 1. 4 pp, 84 x 11 in., illustr 
A powerful method of qualitative and quantitative 
metallurgical analysis is provided by the technique of 
irradiating a minute area of the surface of a metallic 
sample with a fine-focus beam of electrons, and 
analysing the resulting emission of X-rays excited in 
the sample. The operation and application of this 
equipment is described, and specifications are given. 
E Vuz W.57 


Cambridge measuring microscope for workshop use 
Cambridge Instrument Co Ltd, 13 Grosvenor Place, 
London SW 1. 1 p, 84 x 11 in., illustr 
The microscope is an instrument for the accurate 
measurement of lengths up to 50 millimetres. It gives 
readings directly to 0.01 mm, or by estimation to 0.001 
millimetre. Robust construction and easy manipulation 
make the microscope well fitted for workshop use, 
while it also forms a useful laboratory instrument. 
Among suitable applications is the determination of 
the diameter of indentations made in Brinell hardness 
tests. Methods of use are described. 
E Wemz.57 


Cambridge recording acce'erometer, List 149/1 

Cambridge Instrument Co Ltd, 13 Grosvenor Place, 

London SW 1. 4 pp, 84 x 11 in., illustr 
The double accelerometer enables the accelerations of 
a body to be recorded simultaneously in two planes. It 
has an arrangement which allows the vertical and 
horizontal accelerations, or accelerations in two 
direction at right angles in a horizontal plane, to be 
measured. It may be attached to a surface grinding 
machine. Chem Pr Wgz.57 


Degussit fine grinding tools 

Deutsche Gold- und_ Silber-Scheideanstalt, vormals 

Roessler, Dept Degussit, Frankfurt/M, Germany ; British 

Rep: Bush, Beach & Segner Bayley Ltd. 8 pp, 5} x 84 

in., illustr 
The range of fine grinding tools, of a bond-free 
polycrystalline ruby, is claimed to possess great stability 
of dimensions and profile due to the structural solidity 
of the material, which is sintered at a high temperature, 
and to the hardness of the micro-crystals. The tools 
are for precision work, especially for high mirror 
finishes on metals. Two qualities are available, a finer 
and a coarser type. Tools include fine grinding wheels, 
mounted points for fine grinding, and wheels for 
honing reamers. D Pe.57 


Deborit handlapper for hard metal tools 
Deutsche Gold- und _ Silber-Scheideanstalt, vormals 
Roessler, Dept Degussit, Frankfurt/M, Germany ; British 
Rep : Bush, Beach & Segner Bayley Ltd. 4 pp, 6 x 8} in., 

illustr 

{his new handlapper is said to make possible fine 
treatment of hard metal edges and very small areas. 
High edge and surface stability, a low degree of wear, 

and cheapness are advantages claimed. 
Al Bk Chd Pr.57 


Adeka automatic electronic surface grinder ADK-60. 
Adeka planeuse automatique électronique ADK-60 
Machines Adeka SA, Bienne, Switzerland. 1 p, 8} x 113 
in., illustr. (In French) 
Electronic control system, adjustable table speed and 
movement, and wheel speed of 4,000 rev/min are 
characteristics of this machine. A truing diamond is 


supplied as an accessory. 
A Nj Psf:Che Pr.57 
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Machine information. Maschinenkunde 
Simonet & Co AG, Solothurn, Switzerland. 1 p, 8} x 114 
in., illustr. (In German) 
[(Reprint from Blech 1959 (9) (Sep)). 
Capstan, finishing, and engine lathes, and a tool- 
making lathe are described. 
A Pr.21.57 


Measuring tools by Falke AG, Langendorf/So. 
Messwerkzeuge Falke AG, Langendorf/So 
Falke AG, Langendorf So. 6 pp, 8 x 114 in., illustr. (In 
German) 
_Thread measuring micrometers, internal thread and 
internal micrometers of difterent types, and ordinary 
micrometers are specified. A W bd.57 


Universal circular saws with drilling carriage. Universal 
Kreissaege mit Bohrsupport 

S. Weber, Zurich 3, Zentralstr Sia, Switzerland. 4 pp, 

5% x 84 in., illustr. (In German) 

The machine has a table which can be raised up to 10 
cm and moved sideways to an angle of 45 degrees. 
The drilling carriage is easily attached. 
A Cej Pr:Cfb Psc.57 


Universal circular saw. Universal Kreissaege 
S. Weber, Zurich 3, Zentralstr Sla, Switzerland. 4 pp, 
5} x 84 in., illustr. (In German) 

The machine may be mounted with the following 
attachments : truing and honing machine, thick honing 
apparatus, belt grinder, and grinding attachments. 

A Cej Pr.57 


Jig boring and measuring machine Type SL Ill 

SADAMEL, a Chaux-de-Fonds, Switzerland. 

84 x 11} in., illustr 
The oscillating verniers are controlled by correcting 
rulers. The precisics. drilling spindle is on taper 
bearings and accommodates the boring unit and shaft 
collets of 8 mm diameter. Motor speed can be 
progressively varied by electronic control from 80 to 
2,500 rev/minute. A set of 9 HSS boring tools is 
supplied. A Alz Cfd Pr.57 


4 pp, 


Dia-Chrome diamond coated steel tools 

Dia-Chrome Co, 612 West Elk Ave, Glendale 4, Calif. 

10 pp, 84 x 11 in., illustr 
Saws, drills, thread grinders, planers, standard grind- 
ing wheels, band saw blades, marble slab grinders, and 
Ogee edge grinders, are the products reviewed. They 
are suitable for work on glass-reinforced plastics of 
different types, ceramics, ferrite, barium titanate, 
tungsten carbide and other hard materials. Articles 
included in the catalogue are on the use of diamond 
tools for hard plastics, the economical value of 
diamond for machining glass cloth laminates, and 
sawing and maching glass-reinforced plastics with 
diamond-coated tools. A Nw.51 


[Diamond products] 
Gaillard Fr*res SA, Diamantaires, 30 Rue du Stand, 
Geneva. Loose leaf folder, 7 x 94 in., illustr 
Round stones, octahedron, or flat shapes are used in 
diamond dies according to the work to be done. As 
well as drawing dies, diamond tools, broaches for 
sapphire and ruby, hardness indenters, powders and 
compounds, drill bits, grinding wheels for standard and 
special uses, and many non-diamond tools are produced. 
The method of cutting diamond dies is described, an 
electric precision piercing machine being used for very 
fine dies. Specifications of tools are given. 
A Nkb.57 
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Hauser jig grinding machine type 5SM 
Henri Hauser Ltd, Bienne, Switzerland. 1 p, 8} x 11} in., 
illustr 
The working capacity is 28 in. x 20 in., maximum 
grinding capacity is 12 in. diameter, and settings up to 
0.001 in. can be read direct. The grinder is a double- 
column machine suitable for handling heavy and long 
workpieces. A Alz Che Pr.57 


Hauser jig boring machines, jig grinding machines, optical 
checking and measuring instruments, special semi- 
automatic machines for watch-making and similar 
industries 

Henri Hauser Ltd, Bienne, Switzerland. 

in., illustr 
Machines include optical hardness testers for Brinell, 

Rockwell C, and Vickers units and sharpening 
the face and periphery of polishing wheels. 
A Ab Cg Nj Psf.57 


15 pp, 84 x 114 


Diamond wheels and hones — Consumer net prices, 
effective November 2, 1959 

Simonds Abrasive Co, Tacony & Fraley Sts, Philadelphia 

37, Pa. 48 pp, 84 x 11 in., illustr 
This catalogue contains consumer net prices for the 
standard shapes and sizes in each type of diamond 
wheel available. The wheels use both natural and 
synthetic diamond ; the former has resin, vitrified and 
metal bonds, the latter only the first two. 
D Nv.57/Nvh.57 


Diamond wheels for grinding 
carbides 

Simonds Abrasive Co, Tacony & Fraley Sts, Philadelphia 

37, Pa. 4 pp, 84 x 11 in., illustr 
Operating data, general recommendations on grain 
and grade specifications for grinding sintered carbides 
with natural or synthetic diamond, and a Simmonds 
diamond wheel marking chart are included. GC 
Electrolon (green grit silicon carbide abrasive) vitrified 
bonded wheels for carbide tool grinding are also 


mentioned. 
D Bke Che Nv.57/Bkce Che Nvh.57 


cemented [sintered] 


Apparatus for internal grinding 

Establt Allemann, Schaanwald, Liechtenstein. 4 pp, 

84 x 11} in., illustr 
The apparatus is suitable for grinding mass-produced 
parts, and has been developed as an attachment for 
Swiss-made toolmakers’ lathes, although a special base 
plate renders it adaptable for all other supports of 
commercial ‘use. The spindle speed is adjustable up to 
60,000 rev/minute. Grindstones or grinding wheels may 
be used and a lubricating device can be supptied with 


the apparatus. Automatic wheel feed is another feature. 
A Ceqgb Pr:Che Psc.57 


Phonograph replacement styli 

Saphirwerk AG, Nidau, Switzerland. Loose-leaf folder, 

6} x 8 in., illustr 
The styli are available with sapphire or diamond 
points, either ‘Double’ with two points, or else with 
only one point. Ninety different types of stylus are 
shown. A Nfs.57/Tdb.57 


Agathon—Eleform [:] Technical information sheet No 59 
Agathon Ltd, Solothurn, Switzerland. 7 pp, 84 x 113 in., 
illustr 
The principle of electrolytic grinding and the basis of 
the Eleform process are explained. Costs are compared 
with those of grinding with diamond wheels. 
See also Industr Diam Abstr 1960 Vol 17 p A104 
(Apr). A Cher Pr.57 
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Winterthur grinding wheels 
interthur Swiss Grinding Wheel Works Ltd, Winterthur, 
© vitzerland. 6 pp, 5% x 84 in., illustr 
The basic elements of a grinding wheel, ie abrasive, 
bond, and structure are described. Products of the firm 
include all types of grinding wheels, cut-off wheels, files 
and rubs, special wheels for gear grinding and cool 
grinding. The grinding wheels vary in bond and 
abrasive for different purposes, being divided into two 
main groups: vitrified bonded wheels and synthetic 
resin bonded wheels. A Pe.57 


PATENT LISTS A205 


Safety by Swiss precision 

Saphirwerk AG, Nidau, Switzerland. 6 pp, 5} x 84 in., 

illustr 
Products illustrated are cup jewels and vee jewels of 
sapphire or agate, ring stones in sapphire or ruby, 
endstones and precision balls of sapphire, ruby or agate, 
gramophone needles in sapphire, ruby or diamond, 
agate bearings and jewel assemblies of all types 
including shock absorbing models with spring. The 
properties of sapphire and ruby are given briefly. 
A 


PATENT LISTS 


BRITISH 
The Official Journal (Patents) 1960 (3720) (June 1) 
842,606 HOARE, S. W., and NEWALL ENGINEER- 
ING CO LTD. Grinding machines. 
842,285 HOULDSWORTH, J., and JONES & SHIP- 
MAN LTD, A. A. Machine tools. 
842,517 ATELIERS DES CHARMILLES SA. 
Apparatus for machining by spark erosion. 
The Official Journal (Patents) 1960 (3721) (June 9) 
843,546 GKN GROUP SERVICES LTD. _ Spark- 
machining apparatus. 
843,547 GKN GROUP SERVICES LTD. _ Spark- 
machining apparatus. 
843,548 GKN GROUP SERVICES LTD. _ Spark- 
machining apparatus. 
842,989 SOC MO, NA-COR, and LEFEVRE, G. 
Machine for drilling small stones. 


843,348 VYSKUMNY USTAV PRE MECHANIZACIU 
A AUTOMATIZACIU.~ Apparatus for 
electro-erosive working of metals. 

843,323 LA SOUDURE ELECTRIQUE LANGUEPIN. 
Spark erosion apparatus. 

The Official Journal (Patents) 1960 (3722) (June 15) 

844,109 GEAR GRINDING CO LTD. Means for 
trimming toothed gear grinding wheels. 

844,011 SOUDRE ELECTRIQUE LANGUEPIN SA. 
Electric spark erosion apparatus. 


844,143 PRECISION GRINDING LTD. Means for 
trimming grinding or analogous rotary bodies 
used in grinding or other machines. 


844,144 KOERBER, K. Grinding device for rotary 
cutter machines. 

844.207 MAAG GEAR WHEEL AND MACHINE CO 
LTD. Gear grinding machines. 


£44,034 NATIONAL BROACH & MACHINE CO. 
Grinder with compensating trimming 
mechanism. 


The Official Journal (Patents) 1960 (3723) (June 22) 


815,171 WICKMAN (SOUTH AFRICA) (PROPRIE- 
TARY) LTD. Drill bits for combined rotary 
and percussive drilling. 

815,075 TANDEMITE CORPORATION. _ Dressing 
tools for abrasive grinding wheels. 


UNITED STATES 
Official Gazette 1960 Vol 754 (1-5) (May) 


2,934,862 E. C. FECHTER, HAMILTON WATCH 
CO. Method and machine for grinding rolls. 


2,934,993 B. J. CHROMY. Device for optical examina- 
tion of gem materials. 


2,935,303 L. H. ROYER, E. A. A. J. MILLER, J. J. 
CALAMAN, UNION CARBIDE CORP. 
Thermal rock piercing control apparatus. 


2,935,823 P. R. HEYMES, SA DES MANUFACTURES 
DES GLACES ET PRODUITS CHIMI- 
QUES DE SAINT-GOBAIN, CHAUNY 
ET CIREY. Polishing of glass plates. 

2,936,552 K. H. SCHULTZE, O. JAECKEL, HERBERT 
LINDNER GmbH. Automatic feeding 
device for thread grinding machines or the 
like. 

2,936,679 W. C. THUERWACHTER, GIDDINGS & 
LEWIS MACHINE TOOL CO. Method 
for cutting metal. 


2,936,750 N. HOGLUND. Apparatus for forming 
contours. 


2,937,478 P. MAKER, BRYANT CHUCKING 
GRINDER CO. Process control apparatus. 

2,937,639 G. L. GROVE, CINCINNATI MILLING 
MACHINE co. Automatic truing 
mechanism. 

2,937,934 K. F. NEFFLEN, UNITED STATES OF 
AMERICA. Plastic film abrasive sheet. 

2,938,104 E. M. B. PAILLARSE, POLYMECANIQUE. 
Method of machining tools, tool equipment 
for operating this or similar methods and 
tool according to those obtained. 

2,938,307 R. A. HUTCHINGS, H. J. SCHWICHTEN- 

BERG, H. J. BUBLEY, BELLS & 

HOWELL CO. Lens grinding means. 

2,938,328 K. W. DERR, R. W. HAUS, HAMILTON 
WATCH CO. Watch bearing mounting. 

2,938,377 D. F. SKLAR, TORSION BALANCE CO. 
Hardness testers 

2,938,515 N. HOGLUND. Apparatus for forming 
contours. 


2,938,709 J. C. CURTIS, JOY MANUFACTURING 
CO. Percussive rock drill bit. 
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SOUTH AFRICAN 
Official Journal 1960 Vol 13 (16-21) (Apr-May) 

59/4725 J. DIONISOTTI. Rock drilling tool. 

59/1270 N. M. KELLY, HARD METALS LTD. Bit 
detacher. 

G. L. HAYWOOD, NORTON CO. Flexible 
coated abrasives. 

R. W. REES, HARD METALS LTD. Inserted 
— formations for percussive rock drill 

its. 

H. P. BOVENKERK, GENERAL ELECTRIC 
CO. Method and apparatus for producing 
improved diamond crystals. 

H. W. DAVIDSON, GENERAL ELECTRIC 
CO. Producton of carbon. 

W. T. PAULSON, CARBORUNDUM CO. 

Anti-weld additives for coated abrasive 

bonds. 

F. H. CUSTERS, H. B. DYER, B. W. 

SENIOR, P. T. WEDEPOHL. Synthesis of 

diamonds. 


59/1282 


59/3634 


59/4878 


59/4492 


59/5086 


3974/58 J. 


SWISS 
Patentliste 1960 (8-9) (Apr-May) 


SOC D’APPLICATIONS ET DE CONSTRUC- 
TIONS POUR MATERIAL AUTOMOBILE 
(SACMA Sarl). Method of machining by 
means of an erosive fluid and apparatus for 
carrying out this method. 


RICKENMANN, REISHAUFR-WERK- 
ZEUGE AG. Gear grinding machine. 


M. FOLLOT, DASA SA. Method of decorating 


346,085 


346,090 A. 


346,182 


elements of a horological piece and apparatus 
for carrying out this method. 

B. V. DAVIS, ARMSTRONG SIDDELEY 
MOTORS LTD. Machine for polishing or 
grinding lightly an elongated workpiece with 
a curved surface. 


346,451 


INSTITUT DR ING STRAUMANN AG. 
Method of making pointed spindles for point 
bearings of apparatus and instruments. 


346,484 


FRENCH 
Bulletin Officiel 1960 Vol 1 (18-22) (May-June) 


72,925/ POLYMECANIQUE. Method of machining 

1,185,171 tools, tooling for carrying out this method 
or similar methods and tools obtained by 
the method. 

‘STELLA’ SCHLEIFSCHEIBENWERKE 

ROBERT BUCHNER KG. Non-detach- 

able fixing of abrasive bodies on backing 

disks. 

HOUPEURT, Ss ISSENMANN, 
INSTITUT FRANCAIS DU _ PETROL, 
DES CARBURANTS ET LUBRIFIANTS. 
Drilling method. 

HOUPERT, 3 ISSENMANN, 
INSTITUT FRANCAIS DU PETROLE, 
DES CARBURANTS ET LUBRIFIANTS. 
Drilling tool. 

SOCONY MOBIL OIL CO INC. Dril'ing 
tool provided with diamond cutting 
elements. 

Cc. P. PORTERFIELD, FIRTH STERIING 
INC. Device for controlling the position of 
an electrode for apparatus for electro- 
erosion machiring. 


1,230,978 


1,230,472 A. 


1,230,512 A. 


1,230,997 


1,230,444 
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E. M. WILLIAMS, C. P. PORTERFIELD, 
FIRTH STERLING INC. Method and 
device for machining by electric sparks. 

BRITISH OXYGEN CO LTD. Apparatus 
for erosion by the electric arc. 

R. P. CHARLIER. Positioning of diamonds 
on steel disks for sawing various materials. 

1,231,511 C. W. ANDERSON, NORTON CO. 
Diamond grinding wheel with attached 
sectors. 

A. B. HILDEBRANDT, H. C. BRIDWELL, 
JERSEY PRODUCTIONS RESEARCH 
CO. Core drill. 

D. G. MALPAS. 
hypodermic needles. 

J. V. RONALDSON. Device for mounting 
rotary abrasive tools. 

INDUSTRIAL DISTRIBUTORS (1946) LTD. 
Tools for cutting, grinding and abrading. 
SALZGITTER MASCHINEN AG. Heavy 

drilling crown. 

R. W. WALSH, E. E. MARTIN. Methods of 
cutting with a rotary tool and machines for 
carrying out these methods. 

CARL ZEISS. Apparatus for machining 
materials by means of a beam of electrified 
particles provided with means for optical 
observation. 

DIAMANT BOART (SA). 
profiling diamond wheels and 
obtained by this method. 

C. GRUERE. Drilling device, in particular 
for rocks or minerals. 

M. DREYFUSS, R. RIEDOZ, CENTRE 
NATIONAL DE LA RECHERCHE 
SCIENTIFIQUE. Simple machine for 
cutting thin disks from rocks. 

E. GERECKE. Electric circuit for working 
metal by electro-erosion and for hardening 
their surfaces by depositing a hard layer. 


1,230,717 


73,128/ 
1,181,788 


1,231,267 


1,231,455 


1,231,959 Machine for grinding 
1,232,118 
1,232,119 
1,232,026 


1,232,743 


1,232,874 


Method of 
wheel 


1,232,580 


1,232,414 


1,232,388 


1,233,339 


GERMAN 
Patentblatt 1960 Vol 80 (19-24) (May-June) 


Applications Open to Public Inspection 

1,082,153 A. A. MUEHLING, MID-WEST ABRASIVE 
CO. Billet grinding machine. 

H. SCHMIDT K. -H. TIMMERKAMP., 
BUENDER GLAS GmbH. Device for 
puncturing and scoring break-off ampoules. 

K. H. SCHULTZE, HERBERT LINDNER 
GmbH. Truing device for profiled grinding 
wheels. 

W. MOORE, MID-WEST ABRASIVE CO. 
Machine tool, in particular billet grinding 
machine. 

J. J. BALLOTO, NORTON CO. Polishing 
disk or polishing barrel. 

A. B. MALOUS HOLMQUIST, A. E. A. 
BAUER. Device for automatically control- 
ling the distance between the grinding and 
control wheels of centreless grinders. 

W. DARBY, STUART DAVIS_ LTD. 
Feeding device for a truing roll for profile 
grinding wheels. 


1,082,708 


1,082,828 


1,082,829 


1,082,830 


1,083,149 


1,083,150 
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1,083,172 K. E. H. LAU, ERNST WINTER & SOHN. 973,849 H. GAUB, T. HUEBEL. Grinding spindle 
hive =! drill for glass and other hard bearing for high rotary speeds. 
material. 


(33,695 H. F. BOVENSIEPEN, FA. PETER 
WOLTERS. Double-disk lapping machine AUSTRIAN 
or grinding machine with selectively oper- Patentblatt 1960 Vol 57 (4-6) (Apr-June) 


able upper disk. 208,976 AGIE AG FUER INDUSTRIELLE ELEK- 

FRANKE, VILLEROY & BOCH, TRONIK LOCARNO. Electrode head for 
KERAMISCHE WERKE GmbH. KRIS- machine tools working by electro-erosion and 
TALLFABRIK. Device for grinding work- drive means therefor. 


pieces, in particular hollow glassware. 209,221 A. BECK. Device for grinding thread cutting 
1,083,697 DURNDELL TRUE PATH LTD. Panto- tools. 

graphic truing device. 209,755 HUGO ALLEMANN AG. Internal grinding 

apparatus. 

Sonate Coeneae 210,030 DEUTSCHE EDELSTAHLWERKE AG, 
973,789 K. HUELLER. Stop control for very fine ALLGEMEINE ELEKTRICITAETS-GES. 

drilling spindles with hydraulic feed. Device for controlling the feed of the 
973.826 K. C. NICHOLSON, CARBORUNDUM CO. electrode in machines for spark eroson. 


Body of granular silicon carbide and method 210,311 NV PHILIPS’ GLOEILAMPENFABRIEKEN. 
for its manufacture. Cutting-off wheel. 





ABSTRACT NOTIONS 


Trade literature for you... 
Trade literature reviewed in /ndustrial Diamond Abstracts is not available on loan. Readers wishing 
to obtain copies should contact the manufacturer whose address is shown at the beginning of the review. 


. and for us 

In order that readers may be kept informed of developments in the industrial diamond and allied 
industries, manufacturers are requested to send review copies of their trade literature to: Industrial 
Diamond Information Bureau, 2 Charterhouse Street, London EC 1. 


Loan Service requests 

The Loan Service operated by the Information Bureau is very widely used by firms and individuals 
in the United Kingdom, so much so that it is not unusual for several requests to be received for the same 
article. If users of the Loan Service will ensure that borrowed periodicals are returned within the specified 
15 days, it will reduce the delay for those on the waiting list. 


A short cut... 

Our librarian receives many requests from America for the originals of articles that have appeared 
in the American trade papers. A delay is thus caused as the librarian has to contact the American journal 
concerned in order to pass on the request. Two trips across the Atlantic could be avoided if American 
readers would apply direct to the journal in which they are interested. 


Addresses 
Readers are reminded that it is in their interest to keep the Information Bureau informed of any 
changes of address. 








TRADE NAMES INDEX 1960 
Readers of Industrial Diamond Abstracts will already be aware that the above publication is due 
to appear within the next couple of months. Owing to the heavy demand already evident, those 
wishing to obtain copies are requested to order them as soon as possible. Publication price has 
not yet been decided and money should not, therefore, be enclosed with orders. The price is 
not likely to exceed 5/-. 














A206 PATENT LISTS 


SOUTH AFRICAN 


Official Journal 1960 Vol 13 (16-21) (Apr-May) 


59/4725 
59/1270 


59/1282 


59/3634 


59/4878 


59/4492 


59/5086 


3974/58 


346,090 


346,182 


346,451 


346,484 


J. DIONISOTTI. Rock drilling tool. 

N. M. KELLY, HARD METALS LTD. Bit 
detacher. 

G. L. HAYWOOD, NORTON CO. Flexible 
coated abrasives. 

R. W. REES, HARD METALS LTD. Inserted 
— formations for percussive rock drill 

its. 

H. P. BOVENKERK, GENERAL ELECTRIC 
CO. Method and apparatus for producing 
improved diamond crystals. 

H. W. DAVIDSON, GENERAL ELECTRIC 
CO. Producton of carbon. 

W. T. PAULSON, CARBORUNDUM CO. 
Anti-weld additives for coated abrasive 
bonds. 

J. F. H. CUSTERS, H. B. DYER, B. W. 
SENIOR, P. T. WEDEPOHL. Synthesis of 
diamonds. 


SWISS 
Patentliste 1960 (8-9) (Apr-May) 

SOC D’APPLICATIONS ET DE CONSTRUC- 
TIONS POUR MATERIAL AUTOMOBILE 
(SACMA Sarl). Method of machining by 
means of an erosive fluid and apparatus for 
carrying out this method. 

A. RICKENMANN, REISHAUEFR-WERK- 
ZEUGE AG. Gear grinding machine. 

M. FOLLOT, DASA SA. Method of decorating 


elements of a horological piece and apparatus 
for carrying out this method. 

B. V. DAVIS, ARMSTRONG SIDDELEY 
MOTORS LTD. Machine for polishing or 
grinding lightly an elongated workpiece with 
a curved surface. 


INSTITUT DR ING STRAUMANN AG. 
Method of making pointed spindles for point 
bearings of apparatus and instruments. 


FRENCH 


Bulletin Officiel 1960 Vol 1 (18-22) (May-June) 


72,925 
1,185,171 


1,230,978 


1,230,472 


1,230,997 


1,230,444 


POLYMECANIQUE. Method of machining 
tools, tooling for carrying out this method 
or similar methods and tools obtained by 
the method. 

‘STELLA’ SCHLEIFSCHEIBENWERKE 
ROBERT BUCHNER KG. Non-detach- 
able fixing of abrasive bodies on backing 
disks. 

A. HOUPEURT, L. ISSENMANN, 
INSTITUT FRANCAIS DU _ PETROL, 
DES CARBURANTS ET LUBRIFIANTS. 
Drilling method. 

A. HOUPERT, a ISSENMANN, 
INSTITUT FRANCAIS DU PETROLE, 
DES CARBURANTS ET LUBRIFIANTS. 
Drilling tool. 

SOCONY MOBIL OIL CO INC. Drilling 
tool provided with diamond cutting 
elements. 

Cc. P. PORTERFIELD, FIRTH STERTING 
INC. Device for controlling the position of 
an electrode for apparatus for electro- 
erosion machiring. 
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E. M. WILLIAMS, C. P. PORTERFIELD, 
FIRTH STERLING INC. Method and 
device for machining by electric sparks. 

BRITISH OXYGEN CO LTD. Apparatus 
for erosion by the electric arc. 

R. P. CHARLIER. Positioning of diamonds 
on steel disks for sawing various materials. 

1,231,511 C. W. ANDERSON, NORTON CO. 
Diamond grinding wheel with attached 
sectors. 

A. B. HILDEBRANDT, H. C. BRIDWELL, 
JERSEY PRODUCTIONS RESEARCH 
CO. Core drill. 

D. G. MALPAS. 
hypodermic needles. 

J. V. RONALDSON. Device for mounting 
rotary abrasive tools. 

INDUSTRIAL DISTRIBUTORS (1946) LTD. 
Tools for cutting, grinding and abrading. 
SALZGITTER MASCHINEN AG. Heavy 

drilling crown. 

R. W. WALSH, E. E. MARTIN. Methods of 
cutting with a rotary tool and machines for 
carrying out these methods. 

CARL ZEISS. Apparatus for machining 
materials by means of a beam of electrified 
particles provided with means for optical 
observation. 

DIAMANT BOART (SA). 
profiling diamond wheels 
obtained by this method. 

C. GRUERE. Drilling device, 
for rocks or minerals. 

232,388 M. DREYFUSS, R. RIEDOZ, CENTRE 
NATIONAL DE LA RECHERCHE 
SCIENTIFIQUE. Simple for 
cutting thin disks from rocks. 

E. GERECKE. Electric circuit for working 
metal by electro-erosion and for hardening 
their surfaces by depositing a hard layer. 


1,230,717 


73,128/ 
1,181,788 


1,231,267 


1,231,455 


1,231,959 Machine for grinding 
1,232,118 
1,232,119 
1,232,026 


1,232,743 


1,232,874 


Method of 
and_-—s wheel 


1,232,580 


1,232,414 in particular 


machine 


1,233,339 


GERMAN 
Patentblatt 1960 Vol 80 (19-24) (May-June) 


Applications Open to Public Inspection 
1,082,153 A. A. MUEHLING, MID-WEST ABRASIVE 
CO. Billet grinding machine. 

1,082,708 H. SCHMIDT K. -H. TIMMERKAMP, 
BUENDER GLAS GmbH. Device for 
puncturing and scoring break-off ampoules. 

K. H. SCHULTZE, HERBERT LINDNER 
GmbH. Truing device for profiled grinding 
wheels. 

W. MOORE, MID-WEST ABRASIVE CO. 
Machine tool, in particular billet grinding 
machine. 

J. J. BALLOTO, NORTON CO. Polishing 
disk or polishing barrel. 

A. B. MALOUS HOLMQUIST, A. E. A. 
BAUER. Device for automatically control- 
ling the distance between the grinding and 
control wheels of centreless grinders. 

W. DARBY, STUART DAVIS_ LTD. 
Feeding device for a truing roll for profile 
grinding wheels. 


1,082,828 


1,082,829 


1,082,830 


1,083,149 


1,083,150 
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183,172 
Tubular drill for 
material. 

33,695 H. F. BOVENSIEPEN, FA PETER 
WOLTERS. Double-disk lapping machine 
or grinding machine with selectively oper- 
able upper disk. 

L. FRANKE, VILLEROY & BOCH, 
KERAMISCHE WERKE GmbH. KRIS- 
TALLFABRIK. Device for grinding work- 
pieces, in particular hollow glassware. 


183.697 DURNDELL TRUE PATH LTD. Panto- 
graphic truing device. 


glass and other hard 


Patents Granted 
973,789. K. HUELLER. Stop control for very fine 
drilling spindles with hydraulic feed. 


973.826 K. C. NICHOLSON, CARBORUNDUM CO. 
Body of granular silicon carbide and method 
for its manufacture. 


K. E. H. LAU, ERNST WINTER & SOHN. 
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973,849 H. GAUB, T. HUEBEL. Grinding spindle 
bearing for high rotary speeds. 


AUSTRIAN 
Patentblatt 1960 Vol 57 (4-6) (Apr-June) 


208,976 AGIE AG FUER INDUSTRIELLE ELEK- 
TRONIK LOCARNO. Electrode head for 
machine tools working by electro-erosion and 
drive means therefor. 

A. BECK. Device for grinding thread cutting 
tools. 

HUGO ALLEMANN AG. 
apparatus. 

DEUTSCHE EDELSTAHLWERKE AG, 
ALLGEMEINE  ELEKTRICITAETS-GES. 
Device for controlling the feed of the 
electrode in machines for spark eroson. 


NV PHILIPS’ GLOEILAMPENFABRIEKEN. 
Cutting-off wheel. 


209,221 
209,755 Internal grinding 


210,030 


210,311 








ABSTRACT NOTIONS 


Trade literature for you. . . 


Trade literature reviewed in /ndustrial Diamond Abstracts is not available on loan. 


Readers wishing 


to obtain copies should contact the manufacturer whose address is shown at the beginning of the review. 


. . . and for us 


In order that readers may be kept informed of developments in the industrial diamond and allied 
industries, manufacturers are requested to send review copies of their trade literature to: Industrial 
Diamond Information Bureau, 2 Charterhouse Street, London EC 1. 


Loan Service requests 


The Loan Service operated by the Information Bureau is very widely used by firms and individuals 
in the United Kingdom, so much so that it is not unusual for several requests to be received for the same 


article. 


If users of the Loan Service will ensure that borrowed periodicals are returned within the specified 


15 days, it will reduce the delay for those on the waiting list. 


A short cut... 


Our librarian receives many requests from America for the originals of articles that have appeared 


in the American trade papers. 
concerned in order to pass on the request. 


A delay is thus caused as the librarian has to contact the American journal 
Two trips across the Atlantic could be avoided if American 


readers would apply direct to the journal in which they are interested. 


Addresses 


Readers are reminded that it is in their interest to keep the Information Bureau informed of any 


changes of address. 
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GENERAL NOTES 





The Industrial Diamond Information Bureau is included in the Diamond Research Organization of Industrial 
Distributors (Sales) Ltd (incorporated in the Union of South Africa), together with the Diamond 
Research Laboratory in Johannesburg. 


Abstracts 


The Bureau prepares abstracts of current scientific and technical literature, including patents, on 
industrial diamonds and associated subjects. These are published monthly in Industrial Diamond Abstracts, 
which is supplied free to those concerned with the use of diamonds for industrial purposes, and to specialist 
libraries. The publishers do not claim any copyright in respect of abstracts in this journal. No specific 
acknowledgement is made to other abstract journals, and no objection will be made to other abstract 
journals using the contents. 


The list of journals (latest issue, September 1955) from which Industrial Diamond Abstracts is compiled 
will be supplied on request. 


Library 


The Bureau has a Reference Library which seeks to cover world literature on the application and 
production of diamond tools. It is kept up to date by a careful examination of new publications announced 
in abstract and technical journals, and covers, in addition to English, German, Frefich and Russian books. 
The library specializes in technical and scientific pamphlets. 


Patent Abstracts 


Patent lists are prepared from official patent journals of the major industrial countries, and patent 
abstracts in general from the printed patent specifications. Printed copies of British patent specifications 
accepted may be obtained from the Patent Office, Southampton Buildings, London WC 2, at 3s 6d each. 
Numbers given under British applications for patents are for reference in all correspondence up to 
acceptance of the complete specification. 


The following abbreviations are used :—BP for British Patent, USP for United States Patent, DAS 
for German Patent Application, DBP for German Patent (GP for German Patents issued prior to 1950), 
FP for French Patent, Canad P for Canadian ‘Patent, and RP for Russian Patent. 


Supply of Literature 


|. Loan Service: much of the literature abstracted in this journal is available in its original 
form, and can be borrowed for a period of fourteen days (in Great Britain only). When applying for a 
loan, please quote the title of the article, the name of the author, and the number of the page on which 
it appeared. Do not quote the coding at the end of an abstract as this is for internal reference only. 


2. Reprints: copies of certain selected articles on industrial applications of diamond are available 
and can be supplied on request at a charge of Is each, post free. New reprints are announced from time 
to time in this journal, and a classified list of reprints, dated September 1958, is available free on request 


Technical Information 

The Bureau offers the resources of its considerable literature holdings to those seeking specific 
information on diamond tool and similar applications. Problems requiring fuller technical assistance can 
be referred to the Diamond Research Laboratory, Johannesburg. 


Inquiries in connexion with these services should be made to Industrial Diamond Information Bure:u, 
Industrial Distributors (Sales) Ltd, 2 Charterhouse Street, London EC | 
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